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PREFACE. 



NOT mmaturallj miglifc the question be asked, ''Of what 
use is it to multip^ books on the Art of Turning? 
Holtzapffel and Evans have covered the entire ground, and 
taught all that it is possible to teach upon the subject; and, 
for such as cannot afford to purchase the above costly volumes, 
there are several smaller treatises of a more elementary and 
less expensive character." All this is true, yet there may exist 
a demand for more. Just as a new shop is frequently opened 
in the midst of other old-established ones, and may, and very 
often does, obtain at least its fair share of patronage, so is 
our little, unpretending volume presented to the public, and 
asks very humbly a little of the patronage which the world of 
Amateur Turners is able to bestow. If it tells a tale already 
told by others, it may possibly tell it in a different way. If it 
gives a lesson upon the principles and practice of Turning, it 
is quite possible that such lesson is more simply and intelligibly 
conveyed than it has been by previous teachers. This has, 
indeed, been the special intention and aim of the writer — ^to 
meet the frequent complaint that there is no work sufficiently 
elementary for a tyro who as yet knows nothing at all about 
a Lathe, and to whom such terms as Mandrel, Headstock, or 
Chuck, convey no meaning whatever. In the present volume 
no knowledge of Lathes or tools is pre-supposed, and there- 
fore everything is explained in detail, with the necessary illus- 
trations. The book will suffice to set any tyro to work, and 
actual practice must do the rest. We give the Alphabet of 
the Turner's Art, and the work of the reader must be to make 
the necessary combinations of letters to illustrate the very 
beautiful language of which it is capable. But it must not be 
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forgotten that you may put a pen into the hand of a child, 
and the result may be a blotted and unsightly page; and to 
show a learner how to hold a brush will not make him an 
artist. And however carefully we may explain the method 
of working, we cannot give to the beginner the skill that wiU 
make him a Turner — all we can do is to give him a fair start, 
and guard him against error ; and this we have in the f oUowing 
pages endeavoured faithfully to do. 
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CHAPTER I. 

DESCRIPTION OF THE LATHE. 

TT7HE novice who lias never examined a Lathe, bat, having 
®X seen others using it, thinks he should also like to try 
his hand at the work, naturally wants to know its con- 
struction. He hears of chucks, and mandrels, and poppets, 
but the terms convey to his mind nothing but mystery. We 
shall, therefore, at once enlighten him. Beginning at the 
stand, he will see two cast-iron uprights, supporting between 
them parallel bars, nicely planed. These are called the 
standards, and are sometimes, but not very generally, made 
of wood. The parallel bars are called the bed, sometimes 
gantry, which appears to be an American coinage, not very 
expressive, and decidedly ugly. Half-way between the bed 
and the floor, the crank axle is suspended, generally upon 
.centres or pointed steel screws; but sometimes this axle runs 
in brasses, called bearings or bushes, and sometimes it rests 
upon small turned wheels, called friction wheels, which are 
supposed to give it an easier motion. At the lowest part is 
hung a treadle for the foot, and this is connected to the 
crank by an iron hook, or by crank chain passing over a 
roller in the treadle bar. This gives a smooth rolling motion. 
Sometimes the crank hook is called the pitman. 
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The bed of a Lathe is usnallj made of two bars in a 
single casting, planed quite flat on the top and edges. It 
may be of beech, mahogany, or hard wood, bnt it is now 
so easy to obtain complete Lathes of iron, and they are so 
cheap and convenient, that it is not worth while to bnild 
them up at home. In some of the small Lathes, there is 
no crank axle, but the flywheel is hung upon a short bolt 
or stud, which screws into the left standard. The crank is 
then merely a pin fixed into one of the spokes of the wheel. 
Standing on the bed are two poppets, or, as they are also 
called, headstocks. The one on the left hand is permanently 
fixed in place by a strong bolt and nut. This headstock 
carries a small wheel or pulley, the axle of which is the 
mandrel. The pulley is turned with grooves for the Lathe 
cord; that of smallest size giving the greatest speed. This is 
used for wood, and the slower motion is for metal. Soft 
wood, like deal, needs the quickest speed of all to make it 
cut clean. The harder woods, and also bone and ivory, are 
usually turned at a slower rate. 

The mandrel is the most important part of the Lathe. It is 
made generally with the conical neck passing through a hard 
steel or gun-metal collar in the headstock, while its other 
end rests on a hard, pointed screw of steel, which is called 
the tail pin. 'By means of the latter, any wear of the neck or 
collar can be taken up by screwing the tail pin so as to push 
the mandrel neck forward into its collar. This must always 
be attended to, as the mandrel must turn very easily, but 
without the least shake. There are oil-holes drilled in the 
top of the headstock, and lubrication must never be omitted. 
The best sewing-machine oil should be used, and a few drops 
of paraflSjj will make it still more suitable. Never use vege- 
table oil, like linseed or olive, Lucca or colza, if it can be 
avoided. Sperm oil is good, either alone or with paraffin, and 
if only olive or salad oil is obtainable, always add paraffin to 
it, as it materially improves it. A good lubricant makes a 
surprising difference in the running of a Lathe. The crank 
axle screws, and also the crank hook or chain, must also 
receive due attention in this respect; likewise, now and then, 
the bearings of the treadle. 
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PLATE 1— PLAIN FOOT LATHE. 
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The second Lathe head, or back poppet as it is usually called, 
is moyable along the bed, and can be fixed at any point by 
the bolt and nut attached to it. The upper part is bored 
out accurately to carry the cylinder, or smooth, round bar 
into which the pointed steel centres fit, which are used to 
support work while it is being turned. This cylinder is 
advanced and withdrawn by a hand wheel at the back, 
which carries a screw working into a nut in the cylinder. 
All this is out of sight in the upper part of the poppet. 
Between the poppets stands the hand rest, on which the 
tool is supported. This can be placed where needed, and the 
upper part, or tee, can be raised or lowered at pleasure, 
according to the size of the work that it is proposed to turn. 
This hand rest is often replaced by the slide rest, if metal 
is to be turned; but a good deal can be done without this 
addition to the Lathe, which can be added at any time, after 
wood turning has been thoroughly mastered. 

In the illustration (Plate I.), all the parts above described 
are lettered as follows: — 

A, A, Standards. 

B, Bed or gantry. 

0, Treadle. 

D, Crank hook, pitman, or chain gearing. 

E, Crank axle. 

F, Flywheel. "^ 

G, Lathe cord. 

H, Fast headstock. 

1, Movable headstock or back poppet. 
J, Hand rest; and K, its T or tee. 

L, Hand wheel to move M, the cylinder. 

N", Mandrel, with its pulley, O. 

P, Screw for chucks. 

Q, Tail pin. 

B, B, Treadle centres or bearings. 

S, Movable back centre. 

T, Bearings or centres of crank axle. 

We now come to what are known as chucks. These are 
contrivances by which the work to be turned is secured to 
the Lathe mandrel, and they vary according to the size and 
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nature of the work, such as whether it is long or short, 
whether to be bored or hollowed out, or solid; and also 
whether it is of wood, ivory, or metal. Chucks are, there- 
fore, rather numerous, but for general use we may readily 
make an inexpensive selection. Plate II. gives illustrations 
of several chucks. Nos. 5 and 6 are main or adapter chucks, 
into which fit many of the smaller ones, such as No. 1, the 
fork or prong chuck, for soft wood, used with the back 
centre to support the work at its other end. No. 2, the 
cross or blade chuck — a capital one for hard or soft wood. 
A saw cut is made at the end of the piece, crossed by 
another at right angles. Into these the blades fall, and the 
work cannot shift or slip. The back centre is needed as in 
the last case. No. 3 is the square hole chuck, made to take 
carpenters* boring bits, or rods of metal squared to fit, and 
for many similar purposes. This is a very useful chuck. 
No. 4 is a solid chuck of gun-metal, that can be drilled out 
to any desired size. No. 7, taper screw, an indispensable 
chuck, for holding short bits of stuff for boxes and other 
hollow work. These are also sometimes held by means of 
No. 8, a plain face plate with holes countersunk at the 
back. The work is attached by ordinary wood screws. No. 9 
is a mandrel for circular saws, emery wheels, buffs, &c. When 
required for saws, a saw table is needed, which is fitted into 
the socket of the hand rest, or fastened upon the bed. No. 10, 
a bell chuck, with clamping screws, for holding short bars 
of metal. It is less used since the scroll chuck was invented ; 
but is a good contrivance, its only fault being that it is a 
knuckle-duster. Made with very thick metal, however, the 
screw heads can be countersunk. Nos. 11 and 12, the 
amateur's self-centreing scroll chuck, often called American, 
as it has been chiefly developed and perfected there. It has 
one or two sets of jaws, which draw together concentrically, 
by means of the key, and hold drills or work truly and 
securely. Of late years these chucks have come into very 
general use. They are of all sizes and prices : the 2in., 24s. ; 
4in., 34s. They are fitted to a face plate screwing on the 
mandrel; the smaller ones on a cone. 

No. 13 is a four-jawed chuck, of which each jaw is inde- 
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pendent of the others, so that vork can be held eeceutricallj 
when desired. It is an excdlent chuck, holding very firmly; 
it is, in fact, an engineer's chock, and is seldom of less 
diameter than Gin. Pig. 1, onp chnck, made in iron or gnn- 
metal, from lin. inside diameter npwajde. Before self- centreing 
chncks were invented, every anjatew's Lathe was fitted with 
a doiien or two of these. They are neeful as ever, and a few 



Fra. 1.— Cup Chuck. 

may well be added; the wood is simply driven into the chock, 
and so eecored. 

The amateor will soon learn to make boxwood cop chocks, 
which will prevent any necessity for a large aopply of metal 
ones. These are always very largely need, and are hollowed 
oot to soit any work in hand; they soon accomnlate, and 
when osed op are easily replaced. A day at chuck-making 



Fia. a.— PLAIN imiu. Chuck. 

afFords capital practice; the method is given on a later page. 
The advantage of a metal chock is that it always screws op 
to run truly; it is osually plo^^ed with wood, and this is 
tomed out to the size necessary. Fig. 2, a plain drill chnck, 
with i hole ; a smaller one fits inside for drills of less diameter 
in the shank. Fig. 3, face plate, osed for large work, secured 
to it by varioosly shaped clamps and bolts ; it is of extensive 
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use for metal-turning. Fig. 4 ia a neat little jeweller's chnck 
for very amall saws, circular brushes, and bnfFa ; it also holds 
drills of small size. Anothec drill chnck is here shown, called 
the Essex (Pig. 5). The pai-fa are numbered separately. 1 is 
the complete chuck with drill. The shank is turned to a 



Fio. 3.— Flic e Puts. 

gentle ta,per, or long cone, and fits into a taper hole In a re- 
ceptacle chuck, truly bored out to a similar angle. 2 is the 
outer case ; 3, the cap, which is conical within, and when 
screwed on it compresses the jaws (4), of which two sets are 
supplied, one for very small, and the other for larger drills. 
5 is the wrench fitting the hexagonal top of the cap. This is 
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the cheapest of all the adjustable drill chucks, the price being 
10s. 6d. It will hold drills up to iin. A larger size is made 
with four jawa. to take drilla ot Jin. diameter in the ahank. 
These are the chucks chiefly used for general work, but 
there are one or two more needing description. That used 
for turning bars of metal ia called a driver chnck, and ia 
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compoBed of two eSBSntial parte— riz., the ca 
driver chack, and the carrier, which ia of ' 



but uenally like tliat of Fig. 6. The chuck is like the main 
or receptacle chuck, a centre point fitting into it; but, made 
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crosswise tbrongh it, is a sqaared hole, receiving a oranked 
arm, which is secured by a aide screw, and is, conseqnentlj, 
adjustable. The bar to be tamed is moasted " between 
centres" — i.e., supported at one end bj the point of 
this chock, and at the other hj the point of the back 
poppet, shallow holes called hollow centres being drilled at 
each end, eiactlj at the respective centres of the ends of 
the article to he turned. One of the carriers is now selected. 



Fic. 6.— Dbiieb Guuck. 

which is of suitable size, and this is clamped on the end 
nearest the mandrel. The tail of this catches the cranked 
arm of the driver, or pin of the carrier plate, if that form 
is used, and causes the whole to revolve together. The bar 
ia then turned as far as the tool can reach, and afterwards 
it is reversed, and the carrier is attached at the finished end, 
after which that part previously covei-ed by the carrier is 
tnmed. When the chuck is made like a face plate with a 



projecting pin, it is often termed a "catch plate." This is 
the chuck almost always used for iron bars, and it hae this 
advantage, that, if tJie hollow centres are left in the ends of 
the work, it can at any time be re-moonted, and will run as 
true as before. With other cbncks it is always difficult to 
readjust work centrally. 

One other deserves mention in this place, on aecount of its 
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conyenience, but it must be always used with the back centre. 
It is of metal, but easily made of boxwood. It is a cup 
chuck with thicker walls, and is hollowed out conically, and 
the inside is then grooyed to form ridges. A piece of wood 
placed in it centres itself and is held by the ridges catching 
any rough parts sufficiently to resist the action of the turn- 
ing tool. It is shown by Fig. 7. A block of boxwood thus 
hollowed, with grooyes cut by a gouge, will answer just as 
well. This is a capital chuck for holding bars of wood for 
tool handles; a finished piece of work can also be centred 
in it for polishing or altering. Two or three wooden ones, 
with conical holes of from lin. to 3in. at their largest diameter, 
will be seryiceable. Sometimes, a chuck is made with a 
square taper hole an inch or more across the face, and then 
the bars of wood are squared; but the other will take them 
without preparation. 
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THE TURNIflG TOOLS. 

FOR wood-turning, which is probably what a novice will, 
and certainly onght to, commence with, the gouge and 
chisel are the special tools, and are almost the only 
ones to be met with in the workshop of an ordinary turner. 
With these alone may be turned solid work of all kinds, 
besides a good deal of hollow ware, as it is called. It is 
true that, for turning hard wood, many others are used, but, 
for the present, at any rate, we may with advantage pass 
them by. The gouge is the roughing-down tool, and the 
chisel is used to level all ridges and give a finish to the 
surface. After this, a bundle of shavings held against it 
while it rapidly revolves, is all that should be necessary to 
polish it; but, for a time, at any rate, fine glass-paper 
will very likely be found necessary. The finish produced^ 
however, by a shai-p chisel, efficiently used, beats all that 
can be obtained by any amount of papering. The tool, in 
fact, leaves a high polish. 

We will begin by turning a tool handle, which will suffice 
very well to teach the way of setting to work. Put the 
prong or fork chuck on the mandrel — or, if preferred, the* 
cross chuck or that last described may be substituted; after 
a little practice, one or the other will have preference. The 
fork or prong is not a very sure one to hold, and sometimes 
the work will slip round, which it cannot do upon the cross 
or blade chuck. 
Now cut a piece of beech or ash, or other suitable wood 
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— elm will do, but the first-named are better — or a bit of 
acacia will serve, which is of a yellowish-brown tint, and is a 
capital turning wood. Saw off a bar about 6in. or 7in. long, 
and liin. in diameter or thereabouts, cutting it off as squarelj 
at the ends as jou can; chop off the corners if it is square, 
so as, in a rough waj, to round it slightly. Make a little hole 
in each end as centrally as possible, just to give a slight 
entrance to the Lathe centre and the central point of the 
prong chuck, or make saw cuts if the cross chuck is used. 
Then loosen the back poppet, and slide it forward until there 
is just room enough for the wood to be mounted. Screw up 
the nut so as to hold the poppet securely, and then, turning 
the hand wheel, secure the work in its place, taking care 
that the cutting edges of the fork chuck, if it is used, get 
a good hold by sinking into the wood. If this is very hard, 
it may be better to make a cut with a saw across the end, 
to receive the chuck edges; but it will not be necessary to 
do so with beech, ash, or elm, nor, of course, with deal, 
lime, sycamore, willow, and other such soft woods. These, 
however, are not very useful for tool handles. Indeed, of 
all woods for general turning, beech is most desirable. 

Now start the Lathe, causing the work to revolve towards 
you, and see if the wood runs fairly true, which it is sure 
to do if the holes in the ends were central. Put just one 
drop of oil on the point of the back centre. The next thing 
to do is to place the rest as near as it will go without 
touching the wood, securing it by the hand nut bek>w the 
bed, and also setting the tee so high as to stand a little 
lower than the centre of the -work. This is also to be secured 
by its side screw. The gouge is now to be used thus: grasp 
the handle firmly with the right hand, palm upwards, and 
lay it on the rest with its hollow side up, and the whole 
tool not horizontal but inclined somewhat by lowering its 
handle. The blade is to be grasped by the left hand with 
knuckles upwards, and very near the rest, upon which it 
can thus be held down tightly, while at the same time it 
is shifted along the rest as the work proceeds. And h^re 
will the tyro's first difficulty be met with. 

The wood as it revolves will strike the gouge, and cause 
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it to jump about on the rest, and, when trying to prevent 
this, he will forget the treadle, and the Lathe will Btop or 
ran backwards. Bnt it is a case of "Never say die!" Keep 
cool. Do not posh the gouge too forward, and presently 
you will get the knack requisite, and the cutting will proceed, 
not very well at first, but fairly. The best way is not by 
any means to run the gouge along the rest, as will be done 
after a little practice, but to hold it so as to cut a little 
bit at a time, beginning at the end next to the back centre, 
and so cutting by successive steps till the whole piece is 
fairly rounded. Then, using the side more than the point 
of the tool, it will not be difficult still further to level the 
surface, and, indeed, so nearly to finish it that the chisel, 
which is far more difficult to use, may be dispensed' with, 
and the work finished by glass-paper. 

This is, however, not to be dreamed of after mastering 
the use of the chisel, but only permitted for one or two 
introductory essays. And for the first lesson, tUough I have 
suggested a tool handle, I would not recommend one re- 
quiring a curved shax>e. It would be better at first to make 
it like A on Plate lY. — i.e., only a long, straight taper down 
to the ferrule. This, indeed, is a good form to adopt for ^es 
and many hand tools, though seldom used for such as belong 
specially to the wood-turner. There is, however, great dif- 
ference of opinion as to the best form, and also as to the length 
of the handle. Chisels and gouges usually have much longer 
ones than those used for metal and hard wood or ivory. 
The ferrule is generally sawn off a piece of brass tube of the 
requisite size, or from an old gun-barrel, or any bit of thin 
tube. At some shops they can bethought cut ready for use^ 
but in most towns and villages suitable stuff may be found; 
and here let me observe that the young turner should be con- 
stantly on the look-out for odds and ends of wood, metal, 
ivory, or bone, of which a well-selected assortment will often 
supply an unexpected demand. A hack saw, consisting of a 
steel frame with a thin saw stretched across it by a tighten- 
ing screw, is used to saw metal. Often an old scythe-blade, 
roughly notched into teeth, is used, and even preferred; but 
the real metal saw is the neatest and best. The ferrule being 
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ready, the end of the tool-handle is reduced to fit it. If the 
back centre is withdrawn a little, the ferrule can be tried on 
as the work pi'oceeds, for the wood will run true again when 
the centre is screwed up as it was before. Ferrules should go 
on tightly, or they drop off when the wood becomes more 
thoroughly dry. A little glue or cement of any kind assists 
to hold them, but it is not absolutely needed* In rounding 
off the opposite end, the gouge is to be laid on its left side, 
with the hollow part away from the surface which is being 
cut. This is the rule : Work down hill when making a mould- 
ing or rounding off a surface, ahd keep the hollow of the tool 
away from the surface that is being cut (see the Numbers on 
Plate III.). In turning a ball, for instance, the gouge will lie 
on its back, when in the diametrical line, and as the cut is 
carried towards the right hand, it will lie more and more on 
its right side, the hollow part towards the right hand. Then, 
starting again down hill the other way, the tool will lie 
gradually over on its left side; used thus, the tool will leave 
a clean cut, but otherwise the edge will soon catch in and 
bite out a chip, or break itself. It is easy enough to cut the 
piece off with a gouge or chisel (see No. 2, Plate III.) by work- 
ing a notch, cutting down hill each way till the piece is so 
far severed as to break off with a touch; after which a pen- 
knife and glass-paper will finish it off. 

The Chisel is the plane of the wood-turner, and, rightly 
managed, will leave a surface so smooth that a touch of glass- 
paper would spoil it; but it needs to be gripped with a firmi 
hand, and used with decision. Suppose a cylindrical piece of 
wood to have been turned by a gouge, and that it is desired 
to finish it to a truer surface than it is possible to produce 
with a gouge, the chisel is the tool to use. It is not ground 
straight across, and with the bevel on one side only, as is 
the case with a carpenter's chisel, but there is a bevel on. 
both sides, and the edge is ground slanting, so that there is- 
formed one sharp point and one blunt one (No. 4, Plate III.). 
As a rule, the blunt point leads, whether the tool is being: 
worked to right or left (No. 5, Plate III.), and, also, in cutting^ 
down hill on a curve or incline. But this tool is not laid flat on 
the rest, but slightly on edge, for this reason: if laid flat, a» 
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a tyro would probably place it, it could only ecrape, and 
would tear up the fibres of any soft wood. It is, therefore, 
slightly raised upon edge, care being taken that the upper 
sharp comer never comes in contact with the wood, or it will 
hitch in and spoil the work. Only the middle part of the 
edge, therefore, actually cuts, and this, engaging the fibres at 
an angle, no longer tears them apart. When there is a 
rounded surface to be worked, this tool is made to travel, 
like the gouge, both ways down hill; and so, also, in a 
hollow, it never sweeps the curve from end to end, but the 
cuts are carried down each way, meeting at the bottom. It 
may be conjectured that, just at the point of juncture, the 
two cuts will not exactly meet, but practice will make them 
do so. The cut is made so as to reduce the shaving at this 
point to almost nothing; a slight rub of glass-paper will 
obliterate any little defect that still remains. After a while, 
even this will be unnecessary. Of course, a beginner must 
not expect to succeed all at once with this tool, but I strongly 
advise him for a long time to work entirely with gouge and 
chisel, and not to attempt hollow work till he has become 
an adept at what is solid. Let him turn a set of handles, 
ninepins, towel-roUers, roUing-pins, ring-stands, chair-raUs, 
and anything else he can think of : drawer-knobs, door- 
handles, and other articles of curved surface will give him 
excellent practice, and pave the way for those which require 
gi*eater skill — a skill only to be gained by steady, consistent, 
and painstaking practice. I have given drawings here (Plate 
IV.) of some such articles, including variously shaped tool- 
handles. The little pilasters will do for rails of book-trays, 
overmantels, brackets, shelves, and a score of similar articles. 
A round ruler, well and truly finished by the gouge and 
chisel alone, may be considered a proof that the young 
I turner has passed his novitiate. Indeed, he may attempt 
simple hollow work long before his hand and eye are equal 
to so severe a test of skill. 

Hollow "Wabe is chuck work — i.e., the work is held by 
the chuck alone, the back poppit being pushed entirely out 
of the way. Very deep or long articles, however, need extra 
support, by means of a boring collar, of which we need not 
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Speak farther at present. An egg-cup will be a capital thing 
to begin with. Saw off a bit of beech, birch, or other wood, 
long enough to serve the purpose, the length and size being 
easily determined by reference to a pattern. Allow a little 
more than absolutely necessary, and screw it upon the taper 
screw chuck, after securing the latter in its place on the 
mandrel. If care is taken to bore a hole centrally, and not 
too large, the piece will abut fairly against the face of the 
chuck, and will run evenly ; but to insure this it must be cut 
off squarely at the end. The back poppet may be brought up 
to help sustain it while the rougher excrescences are being 
cut away, and the whole brought into approximate form, after 
which it must be removed. The outside will present no 
special difficulty if sufficient practice has been obtained 
upon solid work, but the hollowing out needs some care, 
and especially needs a knowledge of how to do it in the 
best way. The end must be first of all faced nicely, using 
the gouge, as explained, with its bevelled back against the 
work, and its hollow outwards towards the right hand (No. 3, 
Plate III.). The rest is still to remain parallel to the Lathe 
bed, as in turning the outer surface. Now, keeping the 
back or bevel as before, bring the point or middle of the 
edge to the centre of the work, and cause it to penetrate 
slightly, by moving the right hand, which holds its handle, a 
little outwards. This will cut a Httle conical recess. Repeat 
this, pushing the gouge onwards each time beyond the centre, 
and also gradually raising the point and rolling the tool over, 
till, at what may be oalled the top of the cut, it lies almost 
face downwards. It is difficult to describe the action, but the 
shaving should curl out rapidly in little coils, leaving a 
smooth surface. For deep cuts, it may be necessary to 
turn the rest round somewhat, so as to bring its tee more 
across the face of the work (as shown in No. 1, Plate III.)» 
but not entirely so. This is a curious way of using a gouge, 
causing it to cut beyond the centre instead of on the near side; 
but nothing can exceed the ease with which it will cut when 
so used, and the hollow can be extended and deepened, within 
certain limits, with great rapidity: a few minutes will suffice 
for an egg-cup. It is woi*th while to risk spoiling one such 
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article, by tTuming round the rest to stand across the work — 
(it is so placed for hard-wood taming) — ^and then to lay the 
gonge on its back, and try to hollow out the egg-cup by 
turning the near side instead of the further one. Probably, 
any novice would try thus if left to l^^mself . The tool held 
still will bore a hole of its own size, just as a quill bit would 
do, if used in a carpenter's brace. But as soon as the 
attempt is made to enlarge it, the gouge will catch in. Even 
here, howerer, something may be done by remembering the 
rule to keep the back, or bevel, against the surface to be cut. 
By this, however, it is evident that the tool must be on its 
side, and not on its back; the hollow being towards the 
centre, and the cut proceeding from without inwards. There 
will be no "catch in" in this case, and the hollowing may 
often be carried forward thus. But as long as the tool can 
be got to work in the other manner, cutting from the bottom 
of the recess outwards, this will be found to produce the 
better work. The egg-cup is so comparatively shallow, and of 
such ' small size, that it may be begun and finished thus ; but 
for larger work both methods may be combined — ^now working 
from the centre outwards, and now the other way. In fact, 
a turner can use his tools in all sorts of ways with equal 
facility, but a learner should not take such liberties. 

It may readily be seen that it will be impossible to get a 
flat bottom with a sharply-defined angle in this way with 
the gouge; and, therefore, when such is necessary, the last 
touch must be given by a chisel, held quite flat on the rest. 
A common carpenter's chisel will answer very well for this. 
A dozen egg-cups will enable a learner to manage the gouge 
only, as they do not require to be finished inside to a flat 
surface ; nor, indeed, is it necessary with a match- vase or spill- 
pot. But it will soon be discovered that a gouge cannot be 
used as described for deeper work, as the limit of its cutting 
power is soon reached. For deep work in soft wood, tools 
called hook tools are used in the trade, but are so difficult to 
manage as to be seldom found in amateurs' workshops. 
Bound-end tools, chisels, and gouges are therefore used, 
and the surface finished with inside tools similar to those for 
hard wood, the finish being given by glass-paper. These 
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toolB will be folly described in treating of hard-wood 
taming. 

BoxsB. — These will come next in order as needing a little 
more skill than egg-cup taming, as the cover has to be fitted 
nicely. The first thing is to cat off a bit of wood long enoagh 
for box and cover, with something extra to allow for the 
length of the taper screw and for waste — say, 4in. for a Sin. 
box or 2iin. one. The wood can be held in a cup chuck 
instead of the taper screw, if preferred; and in that case it 
is merely trimmed roughly to a cylindrical form, and driven 
into the chuck about iin. To save the mandrel from violence, 
it may be thus driven in while the chuck stands on the bench, 
or on a block of wood, although it will most frequently be 
done after screwing the chuck on the mandrel. In this case, 
there is no need for heavy blows, which tend to damage the 
tail pin or mandrel; but a few steady taps from a light 
mallet will suffice if the wood fits fairly well. The learner 
will, however, find it necessary to drive the wood in more 
deeply than an adept, as he is more likely to have a hitch in 
of the tool, and in that way to throw the wood out of the 
chuck altogether. Supposing it to be secure, the first thing 
is to reduce it to a cylinder by gouge and chisel, and for this 
the back centre may be brought up to steady it. When, 
however, it is once shaped, the loose poppet is to be slid back, 
as before, out of the way. The usual way is to hollow out 
the extreme end for the cover, then to cut this off, and, from 
what remains in the chuck, to hollow out the box ; and this 
is the best plan, as it enables the turner to try on the cover 
again and again, until a satisfactory fit results. Following 
this plan, the cover is to be faced off true with the chisel 
held quite flat on the rest; or, if it is very rough, the gouge 
is first used, laid on its back and held horizontally, the rest 
being, of course, turned round so as to bring the tee across 
the face of the work. Then, as soon as the surface is made 
flat, begin as for the egg-cup, only keep the hollow very 
shallow ; and then, with the chisel held flat, square the recess 
thus made, and especially take care to make the side quite 
X>erpendicular to the bottom, and not in the least conical, for 
on this will the exact fit of the cover chiefly depend — and a 
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well-fitted cover is a credit to the learner. Light cuts irill 
have to be taken at last, using the more pointed comer of 
the turning chisel to get into the angle and to finish smoothly 
the inside. When the cover is done, a tool called a parting 
tool is generally used to cut it off. It is like a very narrow 
chisel, with (when meant for soft wood) a groove or notch 
in it. But this tool is not absolutely necessary. A tenon 
saw, held against the wood as it revolves, will soon cut it off ; 
or the chisel set on edge and made gradually to cut a 
deeper and deeper notch till the piece is severed, or used 
to cut a deep notch, to be followed by the saw. After this, 
the end of the work is again faced off truly, and the rebate 
is cut, with the chisel, upon which, the cover of a box always 
rests; but, in this case, it is left a little too large at the 
present stage, as it will be cut down again, and a<;curately 
finished after the box itself has been hdllowed out. This is 
the work to be now taken in hand. 

In either case the top of the box will be neither smooth 
nor level, but that will be rectified presently. The box itself 
must now be hollowed out as described, using the gouge as 
far as possible, but finishing with the chisel. Care must 
be taken not to go too deep, or in cutting it off when done 
there will not be found enough stuff left for the bottom, 
and it will come off in the form of a ring. After it is suffi- 
ciently hollowed out, and the inside is levelled and smoothed, 
the rebate or flange is finished till the cover will just go on 
tightly. This part must be left exactly cylindrical. It will be 
generally conical in the hands of a beginner, either small at 
top or at bottom of the rebate. The cover must slide on 
and fit all the way, and not go on easy at first and then fit 
tightly when pressed quite down. This accui'acy will be 
found difficult, but patience must be exercised, and a very 
light cut taken each time after trying on the cover. The 
latter should fit so well that its junction with the box 
is only visible as a thin line. When the fit is perfect, the 
cover is left on, the rest put across the bed, and with the 
chisel laid flat upon it, the outside of the cover is turned to 
a dead level. With the sharp angle of the tool a few circles 
are often cut, by way of ornamentation, both on the top of 
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the cover and also on the side of the box itself. The work 
now has to be cut off, just as the cover was severed. If a 
parting tool is used, it is placed exactly upright on its edge 
and steadily advanced, keeping it hoiizontal, or with the point 
only very slightly raised. This point must not be allowed 
to get, at any time, below the level of the centres, or the 
tool will be drawn in. Also, although its edge is so broad 
as to clear itself as it enters, it is safer to make it cut now 
a little on this side and now on that, so as slightly to widen 
its own groove as the cut is made. All danger of a catch 
in is thus avoided, and the tool can be advanced quite to the 
centre, when the box will fall off. With care and a little 
practice the bottom of the box should be quite level, but it 
will probably be found necessary to re-mount it on a wooden 
chuck, turned to fit inside it, so as to get at the bottom of 
the box for a final cut, to finish it. A very common fault 
to be guarded against is getting the bottom of the box 
rounded, so as not to stand well when placed on the table. 
It may be made very slightly hollow, which will not matter, 
but every care must be taken that the centre shall not pro- 
ject in the least. Of course, the outside of a box need not 
be of pill-box uniformity, but can be moulded to any shape, 
and, if so intended to be formed, the sides should be left 
rather thick when it is hollowed out. 

In order to insure the perpendicularity of the rebate of 
the box, an instrument is used called a turner's square, but 
it is easy to cut a rectangular notch in a bit of card or tin, 
and to test with this as shown in No. 6, Plate III. The 
long edge of the card is to be placed in contact with the 
top, and the short edge of the notch will test the accuracy 
of the inside, which it should exactly coincide with. The 
inside of the cover may be tested with a similar card. These 
little home-made contrivances are very useful, cost nothing, 
and can be made in a few minutes. A similar gauge is 
useful where a number of articles are to be of exactly 
the same size, either in length or thickness. Out gauges can- 
not shift like calipers, which, again, are not practically very 
easy to use for accurate testing; but such a gauge as that 
shown, even of card, is of great use, and well worth making. 
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Suppose, for instance, yon wish to make several tool-handles, 
all of one length and size, with mouldings like No. 1, 
Plate Y. We may make a gauge of its length by two nail- 
points in a bit of wood (C), and two others a little shorter, 
which are to mark the highest points of the moulding when 
the gauge is held against the wood as it reyolves after it has 
been turned to a cylindrical form. Then it can be roughly 
shaped, and from time to time tested for size by gauge B. This 
is a far speedier plan than to measure the length by rule or com- 
pass and then to use calipers for size, which would have to be set 
separately to test the hollows and the convex curves. 

Carrying on a little further our description of hollow work, 
we will take that simple article a needle-case or bodkin-case, 
in which the length very much exceeds the diameter. In this 
the gouge cannot be used as in larger work, and may ad- 
vantageously be replaced by an ordinary shell bit or nose bit, 
such as carpenters use with a brace ; or by the twisted or spiral 
drill used for metal. The latter, held in a tool-handle, 
answers splendidly, doing its work in a few seconds without 
undue strain. Drive the bit of wood, as before, into a cup 
chuck, not of metal but of wood, or wood driven in to plug 
the metal one and then hollowed out to the necessary size. 
Turn it with gouge and chisel as before; run the drill in 
deeply enough to bore the cover, following it up with a narrow 
chisel or slightly larger drill, and keeping the bore nicely 
parallel; then cut it off and set it aside for subsequent 
finish, and go on with the case itself, using the drill, and, 
if necessary, following it with chisel or with a narrow round- 
end tool, if in stock, or with a larger bit or drill; only it 
must be bored out smaller than the cover, to allow of the 
rabbet on which the latter fits, and which is made long to 
prevent the cover from dropping off so readily when the 
case is carried in the pocket. For work of this kind, sycamore 
will be found very useful if obtainable. Birch, poplar, beech, 
alder, and many other soft but not splintery woods can also 
be used ; and of those ordinarily found in the country 
hornbeam is exceedingly useful. Acacia, again, is a nice 
and also handsome wood, but almost any stuff will do for 
simple work of this kind. 
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If the article to be bored is over three or foiir inches long* 
it will be found difficult to turn and bore it without further 
support. In such cases, what is known as a cone plate or 
boring-collar is used, or very frequently a temporary sub- 
stitute made of wood. The cone plate properly so called 
consists of a short poppet from which projects a stout pin 
secured by a nut at the back. Upon this is fitted a circular 
metal plate, having near its circumference a ring of conical 
holes of gradually increasing size, the centre of any one of 
which is exactly level with the Lathe centres when such 
hole is at its highest point. The largest part of the cone 
stands towards the mandrel, and that hole is selected which 
will aDow the end of the work to rest in the cone without 
passing through it. Thus supported, the extreme end of 
such work as a needle-case or deep spill-pot can be got at 
by a boring tool, and, being thus supported, there is no 
danger that the work will be thrown out of centre or forced 
out of its chuck. In such a cone plate the largest hole 
cannot be over 2in. diameter or thereabout, and is, in fact,, 
seldom even so large. It is, therefore, hardly suitable for the 
general work of a wood-turner, and may be advantageously 
replaced by one of the home-made contrivances on Plate Y. 
The first is merely a piece of plankwood cut with a tenon 
to fit between the bearers or bed of the Lathe, and fastened 
with a wedge or bolt — generally the former. The hole is. 
preferably cut in the Lathe, which alone enables a nice 
cone to be formed, but it is often sawn out and bevelled 
by the chisel, followed by a cabinet rasp and file. Of 
course, it is only suited for one size of work; but a wood- 
turner will arrange his work accordingly, as he generallj" 
makes a large number of articles alike, turning them in sets> 
— a dozen or two of one size, and then a dozen of another; 
so that with two or three such boring-collars he can get 
along very well. No. 2 D will sufficiently explain this simple 
arrangement. No. 3 represents another plan in which a- 
mortice in an upright part of a specially made base carries, 
horizontal plates of wood, with one, two, or more conical 
holes in it. A wooden thumbscrew ol* plain wedge secures- 
the plate in position. The bottom part stands on the bedv 
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and a plain bolt and nat will secure it. It is better made 
with a tenon piece screwed on underneath to fit between the 
bearers as before. A still more complete and stiffer arrange- 
ment is made by having a frame put together firmly with 
dovetails, in a groove in which the boards containing the 
conical holes slide. These are also for convenience sawn 
across, which renders it easier to adjust them to the work. 
This, shown at No. 4, is far better worth making, because 
it can often be fitted over a neck or smaller pai^t of the work 
if not large enough in the bore to fit the larger diameter. 
It might, for instance, grasp the vase (No. 5, as shown at 
the narrow part, a, 6), and it will hold it quite steadily for 
hollowing out. 

It would probably not be supposed that a simple cylinder 
without any mouldings is far more difficult to turn than such 
a piece as a baluster or pillaret, but so it is. Nevertheless, 
a wood-turner, skilled in the use of gouge and chisel, will 
accomplish it readily enough by hand, where an amateur 
would fall back on the slide rest to give the rectilinear motion 
to the tool. In short, a slide rest, or other mechanical 
appliance, is not to be found in a wood-turner's shop, and is, 
indeed, quite unnecessary, except for ornamental work in 
hard wood a^d ivory, and for turning metal. 

To turn a cylinder, the top of the rest should be level, and 
if notched it should be corrected with a file, so that a gouge 
or chisel may slide along it with regularity. After the wood has 
been roughened down almost to size, the gouge should be carried 
along quietly and steadily, using its side more than its point, 
and the chisel must follow; great care being taken to keep it 
at the same angle throughout, that it may not cut more 
deeply in one place than in another. A series of light cuts 
with a good quick speed will best insure success. Quick 
speed is absolutely essential in turning soft wood — it can 
hardly be too high — but for hard wood it may be more 
moderate. But in all these mechanical arts we can only say 
how the tool is to be held and used: we cannot give skill, 
which nothing but long and careful practice can afford. 
It is no use for a learner to think he will turn out good work ; 
he will turn one handle or egg-cup while a good workman 
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will turn a couple of dozen, and his work will also be inferior. 
But that workman also was once a learner, and his acquired 
skill is likewise attainable hj perseverance. In nothing is 
this so true as in turning soft wood, because in this you 
are not able to use those mechanical contrivances which 
insure correct results. With ivory and hard wood, you may 
turn and hollow out and decorate a true sphere almost with 
hands in pockets, leaving the Lathe and tool to do their own 
work. Hence it is that an amateur spends so much and finds 
turning so costly. He does very little, and that little is 
expensive. He then goes, perhaps, into such a shop as 
Oetzmann's or Maple's, and sees overmantels, and cabinets, and 
tables, and all kinds of serviceable articles of great beauty, 
to which the Lathe has contributed very largely; and he may 
rest assured that neither slide rest nor any costly apparatus 
has been used in the manufacture: only plain Lathes, two 
or three tools, and a good deal of labour and skill. Turning 
should cost very little — such turning as the generality of 
amateurs ought to take up — ^and Lathes are getting cheaper 
than ever, so that even a labourer, . with spare time upon his 
hands, might profitably employ himself in turning, and add 
a few pounds to the family purse. Where most amateurs fail 
is in the matter of patience. In some of the articles, for 
instance, just alluded to, there are, perhaps, fifty to a 
hundred little turned pillarets, all exactly alike, and about 
2in. in length. To an amateur, this would be a tedious 
job ; but a professional will go on, day after day, and all day 
long, till the Lathe bed is piled with pillarets; and although 
the gouge and chisel alone are used, and, probably no measure- 
ments are taken, yet all are alike in size and pattern. 



CHAPTER III. 



TURNING BOXWOOD AND FOREIGN HARD WOOD. 



TITHE tools used for the above work differ considerably from 
®X those used for soft wood, which they will not, in fact, 
cut so as to produce a good surface. The gouge and 
chisel are, however, still used, and, generally speaking, the 
former is the roughing-down tool. But hard wood admits of 
much finer beads and mouldings, and will take a higher 
polish, and it can be covered with a network of fine tracery 
and delicate carving, which is quite impossible in the case of 
.soft wood. Screws, moreover, can be cut upon this material, 
either coarse or fine, which can only be managed with difficulty 
on soft wood, on which also, if cut, the pitch must be coarse. 
All hard- wood tools lie flat on the rest, and are, in conse- 
quence, easy to use, and whatever the profile of the edge may 
be, it is, of necessity repeated on the work, if the tool is held 
still, such profile being, of course, reversed. The tools ai*e of 
various shapes for cutting to right and left, turning hollows, 
and beads and mouldings. The more general ones are illus- 
trated here, so far as their cutting edges are concerned. 

A, Plate YI., the flat tool, is sharpened on both sides as well 
as on the edge ; B, C, bevel tools, are sharpened in the same way 
(the bevels of all the tools shown being supposed to be under- 
neath); D, similarly sharpened, is the round tool, used for 
turning hollows, and sometimes for roughing-down hard wood 
and ivory, instead of the gouge; E, the bead tool, is made 
of all widths for turning beads and small spheres, like those 
on the head of a chess pawn; F is sharpened only on the 
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end of the bent part — ^it is an inside parting tool, and is made 
in sets witli longer or shorter bent part; G is a side view 
of an ordinary parting tool — it onts at the extreme end, and 
is ground thinner downwards to abont A on each side, so as 
to cnt itself clear; H, I, J, are inside, or right and left, 
tools, cutting on the ends and sides for hollowing out work — 
the J vary in shape as shown; K, is ground all round the 
outside of the curve, and is used to hollow out bulging or 
spherical work, like a humming-top — so also is L; M is a 
bead and astragal, turning a bead with flats on each side; 
Q is a ring tool — for instance, in turning a curtain ring on 
wood, E would round it on the outside, and Q on the inner 
face : all such tools are made of variotis sizes, and can be had 
in complete sets; B is a point tool, for turning angular 
grooves, and, like D, it is often used for roughing-down work ; 
P is a reeding tool, and is practically a row of small beading 
tools; N, O, are a pair of chasing tools, for cutting outside 
and inside screws — they are made of various pitches, coarse 
and fine. The average price of these tools is Is. 6d. 
Screw tools vary in price, according to pitch. It is not easy 
to determine how many to buy, but perhaps three different 
sizes of D, E, F, and Q, will do for a start, as these can be 
added to as may prove necessary, and the parcel post now 
brings all such tools within easy reach of country customers. 
A slight sketch of the tool required, with size needed, will 
enable a tool-dealer to supply it. Handles are from one 
penny each and upwards, and for these beech is preferable 
to hard wood. 

The hard-wood cylinder can be turned wholly with the 
gouge and chisel, if the latter lies flat on the rest, with 
the leading angle kept clear, so as not to mark it. But a 
chisel thus held is- so quickly blunted, that the flat tool, 
which is thicker, and ground with a shorter bevel, is for this 
purpose superior to it. The leading angle in this case, also, 
is kept clear. The cylinder must, of course, be first reduced 
to nearly the required size by the gouge or round tool, or 
both, leaving the flat tool as little work as possible. With 
some woods, a very thin tool for the final touches proves the 
best, and this is held as a mere scraping tool slightly under- 
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hand — ^tbat is, the edge depressed below the level of centres, 
instead of being applied horizontally. The ends may be 
trimmed by the parting tool if anything has to be cut off, 
and finished by a side tool or point tool held at the required 
angle. All is easier than the manipulation of the soft-wood 
tools. Hollow work is commenced by drilling a hole with 
either a twist drill or nose bit, held in a tool handle, or with 
a round tool, and enlarging it with the latter, or with one 
of the bevel or inside tools; and if the recess is to be flat 
at bottom, like that of a box, the flat tool will level it accu- 
rately, and with ease. 

Bowls and tazzas, egg-cups, vases, &c., are worked also 
with any of the rounds end or other suitable tools, held flat 
on the rest and swept round the curve. The last cuts have 
to be made slowly and lightly, taking the whole surface, if 
possible, without stopping, so as to prevent any lines or tool- 
marks remaining visible. 

In turning beads and mouldings, it is almost necessary 
economy to spare the beautifully made tools by which this 
kind of work is done. The tools are easily damaged, as the 
points are fine, and in the smaller sizes the tools are necessarily 
slender. Hence, it is usual to reduce the parts just as much 
as possible with point tool, chisel, or bevel tools, and with 
these to bring the bead or moulding to its approximate size 
and shape. Then the beading tool has but to clear away 
the irregularities and finish the bead to a perfect ciirve. 
In the use of the above-named tools, the rest is placed 
just below the level of centres, so as to allow for the 
thickness of the tool itself. Although, however, the latter 
is, as a rule, held level and horizontal, it is sometimes tilted 
up a little in finishing off a surface. All such varia- 
tions of position must be decided at the time, and their 
expediency or otherwise will only appear after some amount 
of practice. Much depends upon the wood, of which some 
specimens are far more troublesome than others to bring to 
a good surface. The maximum of such trouble I have found 
to accrue in the case of a bit of canary wood turned plank- 
way and cut into a bowl. 

With the harder and more costly woods, the highest 
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perfection of workmanship should always be aimed at, and 
this mainly consists of sharply defined cnrves and cleanly 
cnt surfaces, bold and neatly cut mouldings, of which the 
contour or profile can be plainly seen. Glass-paper tends to 
obliterate angles, and, if necessary, it must be very carefully 
kept from attacking acute edges; but if these are damaged 
by its use, they must be renovated by a fresh touch of the 
tool. In this sharp, clear definition of outline lies all the 
difference between good and bad work. It may also be 
remarked here that although glass-paper is sometimes 
absolutely necessary to cut down filnres which cannot be 
cleanly cut by the tool, it will not hide bad cutting. If, 
for instance, the inside of a bowl, instead of presenting to 
the eye one uniform, curved surface, shows a series of flat 
rings when closely examined, the paper will not obliterate 
these, and they should be honestly looked for in a good 
light, and not shirked under the impression that polish or 
varnish will ultimately conceal them. Instead of doing so, 
it will render them painfully] conspicuous ; and with those 
who know what good work is, these common defects will at 
once condemn the workman. Moreover, he himself, being 
cognisant of such defects, will feel no pleasure in his own 
work. Therefore, although we are of course addressing 
leamera who cannot be expected to become suddenly pro- 
ficient in an art requiring the skill obtained by long practice, 
it has seemed better to point out such defects and errors as 
they are most likely to fall into in their early essays, that they 
may know what to strive after, and what to avoid, and, so 
far as possible, how to avoid. In this very matter of bowls 
and cup-shaped hollows, it will be found easier to work with 
a curved tool of a size proportioned to that which it is 
proposed to form; as a broad tool such as K or L, is 
more likely to produce a hollow free from flat bands and 
irregularities than a smaller tool with round end like that 
illustrated at D. 

Turning the Plankwat op the Gbain. — This has to be 
frequently done both with soft and hard wood, as it often 
happens that it is not possible in any other way to get stuff 
wide enough for the intended purpose. There is no great 
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difGlculty in working this : even with soft wood the goage 
and chisel are used flat upon the rest, light cuts being taken 
generally from the centre outwards; but for final cuts the 
tool must be keen. The part which it is most difficult to 
cut smoothly, is just where the fibres begin to crop out 
endwise. There will be two spots in a circular disc, where 
this will be the case, and sometimes they give a great deal 
of trouble, and need alternate cutting and papering to lay 
them down smoothly. The harder woods seldom present this 
difficulty. It would, of course, be a wasteful mode of work 
to turn such an article as a large bowl or tazza, with stem 
a.nd stand, out of a piece large enough for the bowl itself, 
and the latter would be turned separately, perhaps out of a 
piece sawn plankway, and the stem out of a smaller piece; 
the stand also probably out of a third. This building-up of 
work is of constant occurrence, the several pieces being 
tenoned together, or cut with screws, which is the better 
plan where the workman is skilful enough to manage it. 

The pins or tenons are turned at the ends of pedestals or 
stems, and the other pieces are drilled in the Lathe, to insure 
centrality and squareness to the surfaces. Glue or other 
cement is then used to unite them. 

Cutting Screws in Wood by thb Hand Ohaseb. — ^This 
somewhat difficult art is well worth all the trouble that it 
needs to acquire it. As soon as it is gained, it renders the 
work more independent of all costly apparatus used to render 
the process easy to such as cannot succeed with hand tools 
alone, and .the screw can be made in a shorter time than it 
takes to set up even the simplest of such apparatus; but it 
would be a mistake to suppose the art in question easy of 
acquirement, and it needs constant practice to keep up the 
knack of using the chaser. 

The directions given by most of our leading authorities are 
as follows: "Having turned smooth and true the cylinder 
upon which the screw is to be traced, round off the edge or 
arris so that it shall not catch into the teeth at starting, 
and check the traverse of the tool. The rest is placed very 
near the work, and must have its edge filed smooth and 
level if it is at all notched from other work. The tool is to 



TXJBNINa HAJtD WOODS. 41 

be held bj its handle in the right hand, and its blade between 
the first finger and thnmb, so as to cnshion it somewhat, 
and allow it barely to lie on the rest. Then the Lathe is to 
be set in easy motion, and after a trial or two, without 
actnally touching the work, just to get the swing of it, a 
steady, deoisive cut is to be attempted, traversing the tool 
without nervousness or hesitation." Exactly so; but, unless 
the workman is already an adept, the chances are sadly 
against his hitting oS. the thread ; and, knowing this, he will 
be as nervous as a skater making his first essay on the ice. 
Yet there is no royal road to screw-cutting, and the above 
directions are as good as any. The best way is to cut threads 
outside chucks, and any odd bits of boxwood, on all occasions : 
go at it and keep at it, and the skill will not long be wanting. 

The inside thread has also to be struck haphazard, only 
the movement of the tool is now straight forward into the 
hole. Many use for this purpose an arm rest, which is a 

ng-handled, flat bar of iron, about iin. wide, tapering down 
to about iin. at the extremity. The end is turned up iin., 
and the chaser rests on the end just behind this hook. The 
T of the rest is now retained in its usual position parallel to 
the Lathe bed, and the arm rest is held under the left 
armpit, with the blade of it across the rest. This places the 
shank and hook at right angles, or nearly so, across the face of 
the hollowed work, and the tool is laid on it, instead of having 
to turn round the T of the rest itself. The hands grasp the 
end of the arm rest as well as the tool, so that the two move 
as one. A great deal of inside work, besides screw-cutting, is 
done with this contrivance, as it prevents having to shift 
round the T of the rest. Inside screws are easier to cut with 
its aid, as it moves on the T as on a fulcrum, and gives to 
the tool an easy swing, as if it moved on a ball-and-socket 
joint. Each cut of the chaser, especially at the commence- 
ment, must be very light, and it must carry itself along by 
the thread first traced, and not be driven in the least until 
the thread is weU and deeply cut. 

The great difficulty will be foimd with the coarse pitches: 
the finer, from 16 to 24<, are easier than from 8 to 16— 
the traverse of the latter is necessarily so much faster 
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and more difficult to bit off, as regards speed. Except 
for cbaokB and large boxwood cases, it is not often tbat 
tbe coarse pitcbes will be needed, and 12 to 24 will 
amply suffice for general purposes. Holtzapffel, in bis 
yaluaole work, directs tbat tbe first stroke of tbe cbaser 
is to be across tbe centre of tbe curre wbere tbe sbarp angle 
bas been turned off, like Nos. 1 and 2, Plate YII., a h sbowing 
tbe first stroke, and c d tbe second. Tbus tbe screw is gpraduallj 
worked round to tbe cylindrical part. Tbe traverse is, of 
coui'se, from rigbt to left, and from tbe edge to tbe interior 
of boUow work. Personally, I bave found it quite as easy 
to begin at once upon tbe end of tbe cylindrioal part; but 
it is, I suppose, a question of babit. I bave also generally 
found it better at tbe commencement to keep tbe points 
clear, and to let tbe tool toucb just below tbem. Tbis will 
carry it along sufficiently to let tbe required speed of traverse 
be seen, after wbicb tbe tool may be lowered, so as to bring 
into action its full cutting powers. But tbere is no sort of 
doubt about tbe difficulty of screw-cbasing by band — a 
difficulty tbat is only to be overcome by sucb constant work 
as falls to tbe lot of brass-turners and otbers wbo are at 
work witb tbe cbaser every day, and, for tbe most part, 
confine tbe cbasing to one or two pitcbes only, of wbicb tbey 
tbus soon get tbe exact pace. By way of encouragement, 
I may add tbat a fortnigbt's apprenticesbip often makes a 
lad at an optician's worksbop a fair proficient, provided be is 
kept to one pitcb of tbread only, as be soon gets used to 
traverse tbe tool at one rate^ of speed. 

Considering, bowever, tbat screw-cbasing is an acknowledged 
difficulty, we are not surprised to meet witb various suggested 
contrivances for effecting tbe work in an automatic manner, 
especially as tbis can be done witbout difficulty in more tban 
one way. Naturally, tbe first idea is to continue tbe use of 
tbe band cbaser, but to arrange some additional apparatus to 
insure its accurate traverse. No. 3, Plate YII., will serve to illus- 
trate tbe principle wbicb, variously modified, bas been used for 
tbe purpose. Tbere is cut outside tbe cbuck B a screw of 
tbe required pitcb, or a ferrule witb sucb guide-screw cut 
on it is slipped on tbe cbuck, and prevented by a featber 
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from reyolving upon it. In the latter case, the same chuck 
will admit of various ferrules, each of different pitch. A is 
the work upon which a similar screw is requii*ed. By means 
of a bar, 0, and a pair of clamps, shown again at D, the 
chaser, E, is connected with F, a similar chaser, which, 
however, is not intended to cut, and may be of brass, or even of 
wood. The tools thus connected at a suitable distance apart, 
now act as one, and as F is carried along by contact with 
the screw guide, E, the actual cutting tool wiU follow at 
exactly the same rate, tracing a screw on A. Both tools lie 
upon the rest, H. Theoretically, this is an excellent arrange- 
ment, and valuable from its extreme simplicity. In practice, 
however, it is less satisfactory. The resistance of the cut is 
apt to throw the guide-chaser out of gear with its ferrule; 
and, indeed, this chaser needs to embrace a segment of the 
ferrule, like G, instead of ending merely in one or more 
points. 

Then, again, it is not easy to keep the eye upon both work 
and guide, especially if they are at all far apart. Hence, 
without materially altering the original plan, the bar, 0, has 
been made to slide in two suitable sockets, in arms attached 
to the Lathe-^thus steadying the whole arrangement. The 
sockets, D, are then attached to the bar, 0, by screws, but 
the cutting tool may pass freely through its slot to allow of 
independent advance. This arrangement has proved to be 
a perfectly practical one, and is, probably, the best for the. 
purpose, with the sole exception of the traversing mandrel, 
to be presently described.' The supporting arms and sockets 
need not be in the way, and the bar can be readily unshipped 
and removed entirely. For inside threads a slightly different 
arrangement is needed. Suppose E, on the right, to be a 
plain bar to act as a rest, and the tool to be laid across it, 
just as it is with the arm rest. If the tool is firmly held, 
and the bar also gripped, the thread will be cut as before. 
In practice, this rest arm has a clamp to secure the chaser. 

There are several other ways of guiding a tool, but these do 
not belong here, as they all need a slide rest and gearing by 
wheels or by cords, and are not to be classed with hand 
tools and their manipulation. Of all contrivances which admit 
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the use of hand chasiiig tools, none equals in simplicitT; 
combined with efficiencj, the traTersing mandiel of which 
the old pattern, bat without the headstock, is shown in plan in 
Plate VllL, No. 1. B, B represent in section the collars, which 
used to be of brass, or eren of a softer metal — ^pewter or type- 
metal — ^which were made in two parts, so as to be tightened 
up when worn. The two ends of the mandrel are cylindrical, 
that thej may be able to slide lengthwise, as well as to 
revolTc in their collars. When nsed for ordinary turning, 
a pin — seen on the left-hand collar — or a falling stop entered 
a grooTC in the mandrel, preventing longitudinal motion. 
Upon the mandrel were cut short lengths of screw of 
▼arions pitches. Only three are shown here, bat six or 
eight were often cat, of which one was asoally of the pitch 
of the mandrel nose, to assist in catting screws in the wooden 
chacks. 

To cause the traverse a very simple expedient was used. A 
block of soft but close-grained wood, seen at F, was pressed 
by a wedge against the selected thread, and the pin or catch 
in the back collar was removed. As soon as the mandrel was 
made to revolve, a thread was impressed in the wood block, 
which thus at once became a stationary nut, or section of 
a nut; and, as this remained immovable, the mandrel itself 
was compelled to iim forward at the exact rate of the par- 
ticular screw thread that had been selected. A single point 
tool, or a chaser of similar pitch, needed only to be held quite 
still upon the rest, and a screw was cut perfectly identical 
with that on the mandrel. With this apparatus even a tyro 
can cut a screw in boxwood or ivory, or other material, and 
even in soft wood. But, in the latter case, a Y tool, as it is 
called, is used, which is in shape like a narrow strip of writing- 
paper, folded lengthwise, and sharpened at the end. That 
for inside work is similar, but cuts at right angles to its 
length: with these only a single cut is taken, which finishes 
the screw to its full depth; but with hard wood the chaser 
is generaUy aUowed to retrace its course two or thi«e times. 
The old pattern of screw mandrel illustrated is mounted on 
wooden headstocks, the front and back collars being attached 
with bolts. They are greatly used at Tunbridge, and abroad. 
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both in Germanj' and France, bnt are not now made to any 
extent in England, haying been, in a great measure, displaced 
by the neater and more expensive form, in which the screws, 
instead of being cat directly npon the mandrel, are cut upon 
rings or ferrules of brass or steel, and attached to the back 
part of the mandrel which projects beyond the collar, and is 
outside the headstock. 

Before explaining in detail this modem arrangement, it 
may be as well to go a little into the mode of using the 
traversing mandrel, as this will apply equally well to both 
forms of it. The work, it wiU at once be understood, wiU 
travel forward towards the right hand; and, therefore, the 
back poppet cannot be used: it is only for work chucked on 
the mandrel, that cannot be done without such other support, 
that this contrivance is available. A screw cannot be cut 
with it on the end of a long rod. Thus, also, as this traverse 
will carry the work forward, the rest must be far enough away, 
when cutting the inside thread, to allow of this forward move- 
ment taking place to the full extent required. This must be 
tested, both for inside and outside work, before the cutting 
is commenced. Again, when there is, as always is the case 
with a box, a short tenon with a shoulder, care must be taken 
to see that the tool will not, at the end of the traverse, come 
up against this shoulder, which, by causing a sudden shock, 
would damage the thread; and the same would happen if^ 
in cutting a screw inside the cover of a box, the end of the 
tool should strike the inside of the top. It is easy to test 
this before finally setting the tool to its work. The Lathe 
is also not allowed to get into full motion, the flywheel only 
taking a half -turn to and fro, which will give, however, several 
full rotations to the mandrel. The crank must, therefore, 
not be allowed to go over, or, in all probability, serious damage 
will occur, as the threads on the guide ferrules will get jambed. 
The treadle motion is, therefore, kept carefully under control 
of the foot, and only a gentle to-and-fro swing is given to 
the crank axle and flywheel. 

A beginner generally finds a little difficulty in holding the 
chasing tool quite still, and is apt to let it be carried 
along the rest by the advance of the work. An easy way to 
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prerent this is to drill a hole in the flat-topped rest, and 
insert a pin on the right of the tool, which will then be kept 
steadiljr in its place; or a block of boxwood may be made, 
with a stem to fit into the socket of the rest, haying a grooTe 
or channel cut in it for the reception of the chaser, which 
will be free to move forward into cat, bat not to trayerse 
sideways. After a little practice, the difficulty will disappear ; 
but these little aids need never be despised, and may save work, 
otherwise well turned, from being spoiled. The chief thing 
is to allow the tool only to take light cuts, so as to present 
as little resistance as possible to the forward motion of the 
mandrel. 

It is not necessary to finish the thread with the guide-screw 
in gear, as there is no difficulty after the first cut has been 
made sufficiently deep to catch fairly the points of the chasing 
tool. As soon as this is done, it is better to remove the 
guide, or, at any rate, to throw it out of action, and to finish 
the thread to its full depth by hand alone. Then, if it is 
not a good fit, but too tight for its nut or box-cover •r 
other part that is to be attached to it (let it always err 
on the side of tightness), the chisel can be used, or the 
flat tool, to take off the tops of the thread, and the chaser 
can be applied again by hand alone to re-touch and finish 
the threads again; and this process can be repeated again 
and again, if necessary, until an accurate fit has been ob- 
tained. 

In metal-work done with stocks and dies, there is a standard 
of size for the bore of a nut, to enable it, when tapped, to exactly 
fit the screw. But in ordinary turned work, in which the tra- 
versing mandrel is to be used, a little trying-on of a box-cover 
is both lawful and very expedient indeed. Suppose the cover 
to have been just made, and its inside screw cut and finished, 
the outside of the box tenon must be turned to a diameter equal 
to that of the inside of the cover, measured to the bottom 
of the thread cut in it. To measure this is not very easy, 
because, if done with inside calipers, with points sufficiently 
fine, you cannot pull them straight out: you may do it with 
in-and-out calipers if very accurate ; but, without pulling 
them out of the thread, you must, with a second pair of 
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outside calipers, take the width of the points of the first 
pair — i.e., of course, the points ontside, which are just as 
wide apart as those buried in the threads; you can then 
close and remove the latter, and the second pair will gauge 
the tenon. But it is far more usual to work by guess, trying 
the screwed cover upon the tenon till it appears to be the 
required size^ but leaving it, if anything, too large. It is 
then cut with a screw thread, and tried as already explained, 
and, if necessary, cut down, and the thread renewed as often 
as may prove necessary until it goes on well. But for boxes 
and scent-bottle cases, and all work that will be constantly 
taken apart, do not make too tight a fit. It ends in splitting 
the cover, or being compelled to use the vice to hold the 
work while it is being unscrewed; and, although a rub of 
soap will help the matter as an effective lubricant, it is seldom 
that the work escapes damage, if not entire destruction. A 
tight fit is not to be called a good fit. 

The modem screw mandrel (No. 2) is a neater arrange- 
ment than the last, but in principle it is exactly the same. 
A is the poppet, not of wood, but of cast iron; and this is 
usually japanned black, except in the front face, where it 
is made bright. Hard steel collars are let into it to receive 
the cylindrical hardened mandrel (B), which is free to revolve 
and to slide lengthwise, but is so well fitted as not to have the 
least atom of side play. Such a mandrel of best quality will 
wear very many years without running loose in its bearings. 
The front end has a short conical neck, and the mandrel 
is put in in that direction. To draw back the conical part 
into its bearing in the front coUar, a sleeve (shown in section 
at S) is slipped over the projecting part of the mandrel, and 
secured by a nut and washer at the back. This, which is 
also hardened at the end, bears against the back collar, and 
retains the mandrel in its place. This sleeve fits over a short 
feather or pin, that prevents it from itself rotating upon the 
mandrel. For ordinary turning, all parts remain in the 
position indicated. There being no tail pin to take up the 
end thrust in such operations as drilling and boring, this 
comes entirely upon the front cone. These Lathes are not, 
therefore, well suited for such' work, and are mostly purchased 
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by thoBe who practise ornamental tnming, in which there 
is no heavy or detrimental work to be done. The conical neck 
is, of course, so proportioned that it shall not jamb by the 
ordinary thrust of the back poppet, when this is in use for 
turning cylindrical work of such length as to need its support. 
When it is desired to cut a screw, the box or other article 
is carefully turned to a form truly cylindrical, the rebate 
being also accurately rectangular. 

The rest is then placed about ^in. from the work, and (as 
explained) well towards the right, in which direction the 
traverse will take place. If the stem of the rest is placed 
about where the traverse will begin, the hand grasping it 
and the tool together will be better able to prevent the latter 
from being carried sideways when the cutting action begins. 
The sleeve (S) is now removed by unscrewing the nut which 
holds it, and a ferrule, having been selected, is slipped on in 
its place. The nut is again attached to secure it (see No. 3). 
The disc (D G) is turned round by the fingers, to bring 
uppermost the half-nut matching the ferrule, and then it is 
raised until it just gears with one or two threads; a drop or 
two of oil is added, and the mandrel run forward without 
applying the tool to the work, in order to see that every- 
thing works easily and smoothly, as it should. 

If all appears satisfactory, the treadle is now used to 
give half-revolutions to the crank, and the tool is gently 
but firmly advanced to the work, upon which it will trace 
an accurate thread, which can be deepened with or without 
the traversing apparatus, as already stated. In the draw- 
ing, the stud, upon which the segment-plate or scalloped 
disc is mounted, is represented as attached to the headstock 
by two screws. The plate (seen at H, Plate VIII.), with two 
slots in it, permits of being slid up and down upon these screws, 
by which it may also be held when in position. It may be 
raised by hand, but it is more convenient to do this by an 
eccentric, like K. 



CHAPTEE IV. 



METAL-TURNING WITH HAND TOOLS. 

T77HE principle of the cutting action of all tools is the 
®X® same. They are thin wedges, which force apart the 
substance of the material upon which they are en- 
gaged ; they must, consequently, be harder than such sub- 
stance, and their edges must be as thin as is consistent with 
the necessary strength. They must also be held in the 
position most favourable for the operation. 

The resistance which has to be overcome by a cutting 
tool is twofold: first, the hardness of the material which 
it has to penetrate; and secondly, the rigidity of the shaving 
which has to be separated, and which must be capable of 
curling away as it is cut, and escaping from the upper 
surface of the tool. If too deep a cut is attempted, so that 
the shaving is too thick to curl away and escape, it holds 
the tool fast by compression, and breaks its edge; or, if 
strong enough to I'esist breakage, the machine driving such 
tool is brought to a standstill. Metal, offering considerably 
greater resistance than wood, needs tools with stronger edges; 
and as their strength is, on the other hand, limited by the 
necessity of keenness, they require careful adjustment in 
order to enable comparatively keen edges to do their work 
without breaking. The shaving must be thin enough not 
to endanger such fracture, and its thinness or the contrary 
depends upon the angle at which the tool meets the work. 

Again, it is essential that metal-turning tools be well 
supported, owing to the strain which comes upon them in 
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the act of cutting. They cannot be held like the chisel at 
A B (Plate IX.), because the direction of the strain is as 
nearly as possible in a line with the tool, which, in the case of 
metal-turning, would slip down towards the hand. Hence, a 
rest with flat top, like C, No. 2, has to be substituted, which 
supports entirely the heel of the bent tool, such as is used 
for iron, and of which the edge, thin and sharp, is also 
supported by the metal below it, the strain tending to frac- 
ture it being reduced to a minimum. An exception in the 
need of a flat-top rest, occurs, however, in the case of the 
graver, which is seen at E, No. 3. This tool would be placed 
as shown, ready to cut a shaving from the bar of metal, 
commencing at the end. It is evident that as the strain is 
downwards, this tool is perfectly supported by the T of 
the ordinary rest. The tools for iron always have sharp edges, 
which are not suitable for those intended for brass and gun- 
metal. The tool H, No. 5, called a triangular tool, and which, 
having cutting angles of 60deg., can be made of old saw files 
ground till the teeth are removed, is the usual tool for inside 
work ; and for turning the ends of cylinders and sides of collars 
and flanges it is a splendid tool, cutting with great freedom. 
There is not much light work that cannot be done with this 
tool and the graver alone, but for heavier cuts the one shown 
at D of No. 1 is more serviceable. This is made in two 
forms, O, P, one for smoothing, the other for roughing. 
The heel is often drawn out a little, to grip the rest more 
finnly. G- is, as a brass-turning tool, what H is for iron and 
steel. The edges are rectangular, as a sharp edge proves too 
eager for yellow metal and is apt to catch in and spoil the 
work. L, No. 6, is a side view, for instance, of such tools as 
J and K, having an angle of 80deg. or thereabout, which 
is sharp enough for most purposes. The tools J, K, are 
almost counterparts of those for hard wood, which, indeed, 
are not unfrequently pressed into service in default of others. 
The round-end is the best of all for roughing-down brass. 
At P is shown a rest which has been greatly used by tamers 
of brass, but is not so often seen now that slide rests have 
become so general: a few years ago, owing to the cost, they 
were the exception. The pins are inserted in a flat-top rest. 




PLATE IX.-MET&L -TUKNINO BT HAND TOOLS. 



METAL-TUftNING WITH HAND TOOLS. 57 

as fulcroms to assist in steadying tlie tools and prevent them 
from slipping sideways out of cut. They are easily fitted, 
and will prove of great convenience, saving the muscles of 
the hand and wrist a good deal of hard work. It will be 
seen at a glance that metal-turning tools, used by hand, 
cannot be run along the surface of work as wood-cutting 
tools are, but must, for the most part, be swept round in 
short curves, then shifted, and a similar cut; made. The 
ridges between these curves are then attacked and the sur- 
face levelled by degrees in stages. But very good work can, 
nevertheless, be so done, and metal-turning by hand will be 
found far more interesting and easy than might be supposed; 
even with a slide rest at hand, it is impossible wholly to lay 
aside hand tools. 

It may, indeed, seem strange to the ambitious tyro, whose 
heart is bent on a slide rest, to be told that hand tools are 
easier to use, and that he must not think for a moment that 
all he has to do is to put a tool in the rest, turn a handle, 
and produce excellent work. If it were so, a Lathe man 
would hardly need the apprenticeship which he is called on 
to serve. But it is equally true that the use of hand tools 
may be very quickly acquired, and that good work may be done 
with them. The principle guiding their use is, nevertheless, 
exactly the same as that which governs the others; and it is, 
perhaps, accuracy of position which is of more real importance 
than accuracy of the cutting angle of edge. For instance, 
if a cutting edge of 60deg. is the best for wrought iron, one 
of 62deg. or of 59deg. would cut it almost as well; but one 
of 60deg., though perfectly ground, not placed exactly right, 
will do far worse . work than one of 70deg. placed correctly. 
The rule, which is so generally applicable that it may be 
taken as absolute, is to keep the lower face of the tool, or the 
face which is nearest to the surface of the work, as accurately 
tangential as is possible while allowing it to cut — in a word, 
keep it almost in contact, but not quite. The graver will 
illustrate this better than any other. The back of the tool is 
seen at E, No. 5, and the front of it is like M, the side 
view or profile N. Now, in order to set this tool into cut, 
let it first lie quite flat against the end of the bar — i.e., lay 
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the bevel, or sloping face, of it in tliat position. This is 
technically called "without any clearance." Draw back the 
tool npon the rest, so as only to let ^in. of its point overlap, 
but still keep the face as before. Now tilt up the tool very 
slightly indeed, giving it a very small clearance angle. It will 
at once cut the metal beautifully. Increase the clearance 
more and more, noting the result. It will be found to cut 
worse and worse. Take up the triangular tool, and try the 
same. It will shave off quite a broad, thin shaving if the 
clearance is very small, a thicker one by tilting it a little 
more; but presently it will be found too much tilted over for 
good work. Either tool may be held in one hand, easily, with 
a small clearance, so slight is the resistance. Nothing can 
teach better than this the fundamental principle of a small 
amount of clearance. This lesson is preparatory to the right 
understanding of slide-rest tool^, the difficulty with these being 
the impossibility of thus gently altering the angle of clear- 
ance, or of slightly varying the position of their edge, or 
edges engaged with the work: yet it is this very slight 
variation that makes all the difference between good cutting 
and bad. It is the same with the heel tool (D of Plate IX.) 
The lower face, next the work, must make a very smaU angle 
with the bar upon which it is engaged, in order to cut the 
material easily and smoothly. It is just the same, but is not, 
perhaps, so plainly perceptible in turning hollow work with 
the triangular tool. Experiment may here, however, be made 
with great advantage, because, if the tool fails to cut as it 
should, it must necessarily be because it is not con*ectly 
placed, as its angles are 60deg., and are quite the best for use 
on wrought iron. We may now go a step further. Suppose 
D (the heel tool) to be placed correctly in the drawing — ^which 
it is — ^it will be seen that, if the handle is lowered, cutting will 
cease, and the tool will rub against the work. This, there- 
fore, is our limit in that direction. But what will result if 
we raise the handle? Not only shall we increase the 
clearance angle, but we shall also alter the position of the 
top face of the tool, and shall bring it more nearly into a 
horizontal position. From this another evil will result. The 
shaving will be bent up sharply, pressing upon the top face 
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of the tool, and greatly adding to the resistance; and, at the 
same time, the edge of the tool will become more of a scraper 
than a cutting tool. It is just the same as with a knife. If 
yon want to cut a pencil, you lay the blade pretty flat. If 
you wish to scrape the lead to a point, you set the blade 
up on edge. In the first case, the clearance angle is very 
small; in the second case, it is actually 90deg., or a right 
angle. This will show how we are limited in the position 
we can give a turning tool. 

As regards jspeed for metal-turning, it may be briefly 
stated here that cast iron needs a very slow speed, and this 
is best obtained by back gear, which is very useful also for 
boring metal. But wrought iron of small size may be turned 
by means of the slowest speed on the flywheel, and brass 
can be cut upon the next speed, or the first on the rim of 
the wheel. Small brasswork, indeed, may be turned at the 
same speed as hard wood. The finishing touch is given to 
brass by a planisher, as it is called, which is, in fact, a flat 
tool, thin at the edge, and ground off square ; and if this tool 
is rubbed with a burnisher after being ground and set, it will 
in turn, not only cut the metal, but leave upon it a burnished 
surface, which looks exceedingly well on any fillets or beads 
which form rings above the general surface. These may also 
be finished with the milling tool, which acts by pressure, 
and impresses its own pattern on the work while revolving 
in close contact with it. Heads of screws to be turned by 
the finger and thumb are nearly always thus finished, as the 
minute teeth so formed produce a rough surface, not liable 
to slip when laid hold of. There is one vexatious tendency 
in brass which often causes trouble — namely, its tendency to 
chatter or vibrate under the action of the tool. This causes 
a series of strisB, or minute undulations, to be cut on its 
surface, which, once begun, are difficult to check. The only 
way to prevent the mischief appears to be to move the tool 
ceaselessly, so as to alter the direction of the vibrations 
constantly, thereby counteracting them. A similar result may 
be attained by a pad of sole leather on the rest, or by 
allowing the tool to bed itself partially against the thumb 
and finger. But short cuts, with the tool slightly tilted, 
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and frequently altered in position, are the most genera^ 
antidbtes. It is, however, often necessary to go over the 
whole surface with a router, or round-end tool, to get rid of 
strisB formed in a few seconds. Some kinds of brass are 
more subject to this tendency than others. 
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CHAPTER V. 



8LIDE-RE8T WORK IN METAL 



rwill be as well to commence this chapter with a descrip* 
tion of one or two Lathes more specially suited for metal- 
work than those already illustrated, which are chiefly for 
beginners, and for work of small size. The Lathe of which 
an engraving is given here, is a very strong one, and is made 
from 4in. to 6in. centre. It has back gear for slow motion, 
and can be had with extra hard mandrel and steel collars, 
but is generally made with gun-metal collars. Price, £13 to 
£18; weight, 4icwt. The crank shaft runs on friction rollers, 
and everything is done to prevent the Lathe from working 
heavily. Such a Lathe as this is powerful enough for 
jnetal-work of a tolerably heavy character, and should be 
fitted with a good strong slide rest. This latter Lathe 
appliance has gone through many changes of form, but con- 
sists mainly of two slides, working at right angles to each 
other — ^the lower one moving to and fro across the Lathe bed, 
the upper moving parallel to it. There is, however, in 
addition, a quadrant plate, allowing the upper part to swivel 
round horizontally, so as to adjust the tool for turning cones* 
Sometimes the upper slide is made to advance or withdraw the 
tool, and the lower is the one parallel to the Lathe bed; in 
which case, the whole rest is fitted with a sole plate, or foot, 
similar to that of a hand rest, and this — which generally 
slides on a separate cradle, fitted on the Lathe bed, to keep 
it accurately square to such bed — constitutes a third slide (see 
Fig. 8). The rest is good for special purposes, but not so 
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well suited for general metal- work, where tbe greatest 
rigidity is needed. A small slide-rest of tbe ordinary make is 



iilnstrated at Pig. 9, and is a verj useful one for the lighter 
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Lathes to 4iii. centre already described. Below, and parallel 
to the top frame, is a tenon, to fit accurately in the bed of 
the Lathe, to which it is attached by a bolt and hand nut. 
The tool-holder swivels ronnd to any horizontal position. 
The quadrant plate and its clamping nut are seen on the 
right hand, just above the square plate of the lower slide. 
The next Figure (10) shows a much stronger rest, suitable for 
turning any work admissible in a Lathe of 5in. or 6in. centres. 
The tool-holder is also better for heavy work. 

With a slide rest it is no longer necessary to cut the 
metal by short strokes, which produce inequalities demanding 
to be levelled down by subsequent cuts. The tools traverse 
steadily along the surface of the work, removing a continuous 
shaving which is often of a yard or more in length in the 
case of a self-acting Lathe driven by steam. There is, more- 
over, not the least strain upon the muscles of the hand, as 
the tool is rigidly clamped on the upper plate of the slide 
rest, and all that has to be done by the workman is to turn 
the handle which causes the traverse. The horizontal angle of 
the tool is under perfect control by means of the swivelled 
tool-holder, but all others are evidently fixed and unalterable; 
front, top, and side rake being determined once for all in 
grinding the tool. If the chapter on hand turning tools has> 
been carefully studied, it will not be difficult to understand 
what is required to make a slide-rest tool act perfectly. We 
have to consider, first, the cutting edges, which must be of 
such an angle, and such sharpness, as to suit the metal on 
which they are to be used; secondly, the low clearance angle, 
as before, which brings the front face or faces at nearly a 
tangent to the work; and, thirdly, the height of cutting edge, 
which is always, as a normal rule, to be at the height of the 
Lathe centres — ^a rule which it is rarely necessary to alter. 
The solid tools forged from steel bar are represented here, 
Fig. 11, from A to G. Some are straight, some bent to right or 
left, some cranked, and others for inside work. They stand 
flat on the sole plate of the rest, always lying horizontally. 
They can be packed up to exact height of centre by parallel 
slips of iron placed underneath them. 

One of the most common tools for roughing-down work is 
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the round end or router, Fig. 11, A ; bent to tlie right or left 
if the work requires it, B. If well ground and correctly 
placed, it takes a good bite, and gets over its work rapidly, 
but does not leave a finished surface. It is, in fact, the gouge 
of the metal-turner. Another tool for the same purpose is 
the point or diamond point tool, 0. This is a more delicate 
affair, and it leaves on the work a fine spiral line, which is, 
in fact, a screw of very fine pitch. These tools are, for iron, 
bent up somewhat, so as to give an inclined upper face, 
because the tool cannot be held at a tangent like a wood 
chisel, and the top face must therefore be ground permanently 
to a suitable top angle. Then, again, if we look down upon the 
top of the tool and work, as in the plan view. Fig. 12, S, we shall 
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see that the cut is made by the left side of the curved end as 
far as the dotted line, supposing, for the sake of distinctness, 
that a deep cut is taken. The tool is travelling to the left 
in the direction of the arrow. The part a, therefore, which 
leads, must have its clearance, or it will rub against the 
side of the cut; and the point or front must have clearance, 
or it will rub against the cylinder. To get a good cut out 
of this tool, the top face or top clearance should be ground 
in the direction of a 6, and not straight down towards the 
shank. This will give what is called "side rake," rendering 
the tool sharpest where the line a h touches the work. This 
is easier to manage if the end is not only bent up, but bent 
over towards the left, like B of the set just described. 

d2 



To make still more clear the principles whicli ^de the 
action of Blide-rest tools, we mnBt recollect that a shaving 
has to be detached in two directions — viz., from the shoulder 
a of K, Fig. 12, and from the enrfaoe of the cjlinder at b. 
A shaving has to be thus separated at two points, and, 
to effect thin in the beat way, it must be cut, and not 
torn, in either direction. Hence, a perfect tool most evi- 
dentlj have two edges — a front and a side edge; and, as 
it is the ultimate object of turning to leave a- smooth 
surface upon the work, it is evident that the tool edge 
which cute this cylindrical snfface must be formed and 
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sharpened as carefully at least as the other, althoi^h the 
latter, as the leading edge, has most of the work to do, 
and, if there is any difference, needs to be sharpest. This is 
the double-edge principle, which is often regarded as a sort 
of scientific theory suited only for amateurs, and of no real 
nee to a workman ; but it is not so ; it is the fundamental 
principle of slide-rest tools — easy to understand, and equally 
easy to apply practically j and no chapter on tools would be 
complete without an explanation of it. In a round-end tool 
we may take half the edge as the leader and the other 
half as the follower; as we may suppose it to be, what it 
practically is, a double-edged tool of very wide angle, with 
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lie extreme point rounded off. It is a, yery common practice 
to apply a tool end on, whether pointed or rounded (A and B, 
Fig. 13) ; bnt eridentlj the tools, after having started, cat no 
farther than to the dotted line dividing them centrally, and 
the part x, x might be cat away altogether. Where, then, is 
the second edge of the point toolF Nowhere; and hence the 
shaving is torn, and not cat, in that direction, and a rongh 
line remains on the surface of the work. Power is also 
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wasted, because it takes more power to tear apart the par- 
ticles of iron than to cat them cleanly. An "end -on" tool 
is not, therefore, a scientific one, its proper position being 
thait of U, BO as to bring both edges into cut. The same ia 
trae of a ronnd-end tool. It is evident that here the 
extremity ia the sharpest part of it, and that the edge gets 
gradaallj blunter, as it is situated further and further round 
the curve; then it is plain, from what has been said, that 
it should not stand "end on," like x of Fig. 13, because the 



blnuter part at tbe side is leading. Placed aa at C, or beat 
to the left, it will cut mocli better. It is nerer quUe satis- 
factory, owing to the aharpneas of edge varying all round the 



^nrre, but it is a ugefnl tool which ia sure to find a place 
in every workshop. 
The variously formed slide-rest toob ordinarily supplied in 
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complete sets are illnstrated together in Fig. 14, set up in a 
block, and in Fig. 15 they are shown separately; and it would 
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be difficult to deriEW other Bhapee, aa there can luirdl^ l>e aii^ 
work, hollow or otherwise, which one or mora such tools will 
fail to cnt. The three on the right hand of the second row 
are, however, not solid tools, but betrs with loose cutters — the 
first for outside, and the two others for inside work. Of the 
first, in all its details, we shall speak verj fullf under the 
head of the Hajdon Bar. The others have square shanks to 
lie npon the rest, and are then turned for the remainder of 
their length. At the end is a small mortice, which is cut 
slt^htlj conical, and is intended to receive small hits of steel, 
filed to fit the mortice, and then sharpened and hardened. 
The mortice is cut either square to the bar or at an acute 
ai^le, by which plan the cutting end of the tool is made to 
project a nfle beyond the end of the bar, for the purpose of 
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gettii^ into comers. These replace the holing or boring 
tools, of which E, Fig. 11, is a lai^r drawing. Third from the 
right, in the first row, is a drawing of the knife tool. 
Of these, there are always a pair. The edge is on one side, 
and the tool is meant to true up . the ends of cylinders and 
sides of collars. It is ground to a very slight clearance angle 
in the face next the work, and will take off a broad, thin 
shaving. The left-hand tool of the second row is a, spring 
tool for finishing ofi a. shaft ; it acts as a chisel, and catmot 
possibly hitch in. The edge is placed almost parallel to the 
work, but so as to keep the angle clear. 

ninstrated here (Fig. 16) is a very simple stand for tools 
which is most useful, as each tool can be seen at a glance. 
This one is for handled tools for wood. 
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The further ooiuideration of this important subject will be 
better carried on in connectioa with cutter bars, eepeciall; as 
these are fast displacmg the solid forged tools of which we 
have been speaking. Those that are cranked are made on 
the same principle, hut are more conrenient to grind, and 
naturallj lead np to the cutter bar, as the; ma; be considered 
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aa a shank acting as a handle to support a straight bar, 
ground off at an angle at its upper end (eee dotted lines in 
Fig. 17, representing a cranked tool). 

Passing hj, for the present, other bars nhich are made to 
hold ronnd, square, or oblong section steel, we maj go at 
once to one called, from the name of its inventor, the Ha7don 



Bar. It was designed to carry out to the utmost the prin- 
ciples of double-edged tools. Intended chiefly for square sec- 
tion bars, it will also hold round ones and gouges — the latter 
being, of course, broken off into short bits about lin. long. 
Fig. 18 represents this bar, and its oonstmction is evident 
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at a glance. It is sold, accompaxued by a full printed de- 
scription, and with directions for grinding the little cutters. 
The price varies from 9s. 6d. to 178. 6d., according to size. 
The top part, or sling, is a separate piece, and the clamping 
screw, bj drawing it up towards the front end of the bent 
part of the bar, grips the steel cutter firmlj. The latter 
requires to be ground on three faces — two in front, and one 
on top. This gives full scope to the workman, in shaping 
the tool, to meet all requirements. The bar can also, for 
special purposes, be bent to either side, but it is seldom 
necessary, as the cutters can be shaped to cut in front or 
sideways. It is not, however, possible to use such bar for 
boring and inside work. For this a straight one is used, or 
an ordinary solid boring tool. In the engraving of the bar 
we see the top face of the cutter, and one of the two lower 
ones, the other being precisely similar. In these we have to 
get, not exactly front clearance (nor does the front line sig- 
nify), but the clearance of the one face of the tool, which 
will lie against the shoulder, and of the other, which will be 
opposite to the cylinder. The meeting of these two with the 
top face produces, evidently, the two edges which are to 
remove the shaving. Naturally, we should first grind the front 
faces, and for this the tool is pushed up, after slacken- 
ing the screw of the sling, so that the latter may not come 
into contact with the grindstone. If the shank of the bar 
is laid on a wooden block resting on the bearers of the grind- 
stone, and the bar is slewed round so as to bring parallel 
to the stone the face which is to be first ground, a few turns 
will grind it. The slope, or clearance angle, will be greater 
or less, according to the height of the block, and the distance 
the tool has been pushed up in its sling. The thicker the 
block, or the higher the tool, the greater will be the clearance 
produced, because the stone will grind more the heel or lower 
part of the face on which it is engaged. Take Fig. 19, A, 
to represent the cutter, held up with its two lower faces 
towards you, and B, the side view which will, of course, show 
but one face; this will be ground with not much clearance. 
Then C and D will be similar views, in which the grinding, 
carried lower down the tool, has produced longer faces — i.e., 
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more clearance. Bnt observe, it is the /ace, and not the 
middle line, of which we are speaking : this front clearance we 
hare nothing to do with so far. The slope of it depends on 
the grinding of the faces, and may be called accidental. 

But now it will come into use in quite another way. As 
yet we have no edges, the shape being like E, if it is a square 
tool not ground before. Its side view will, in this case, be 
represented by F. It has, therefore, to be ground off on 
about the line x, y, until the square end is obliterated. It 
is now that the front line comes into service, for, in grinding 
the top face, it will make a given angle with this line, and 
according to that angle will the sharpness of the two cutting 
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edges be. All this, when it has to be put into words, appears 
very complicated; but now it has been once explained, it 
can be summarised in a few words. To grind a cutter: Set 
the bit of steel up in the sling, to prevent the latter from 
receiving damage; lay the shank on a block, resting on the 
bearers of the stone; grind the two lower faces in succession 
at a tolerably wide angle — ^90deg. to 120deg., as a rule, will do. 
Take out the cutter and turn it round in the sling, so as to 
bring the face which is left to be ground outwards; lay it 
on the stone, and grind it to the desired angle with the front 
line. This is not at all complicated, after all; and when the 
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thing is being actnallj done, all will be seen clearly enougb. 
(xiinding this third or top face will obliterate the square, 
as it will bring the face to the line xy of this Figure. 

Now here is at once seen the handiness of the cutter bar. 
There is no forging to be done. The little steel rods, Jin. to 
fin., or in large bars fin., square, are readilj procured, and 
can be cut in lengths of an inch or two; and as they are 
gradually shortened by grinding, they are merely pushed up 
higher in the sling, so as always to bring the point of the 
tool to the height of the Lathe centres. After grinding, the 
steel cutter is not left standing up high, but is pushed 
down again, so that the point shall never stand above the 
level of the shank of the tool: if too high, it will have a 
tendency to chatter; and if it should catch in, it will pro- 
bably also break. 

We may now consider another point connected with 
the formation of the cutters. It is necessary to know how 
to obtain the two cutting edges of exactly the angle pre- 
ferred — say, for instance, 60deg. for wrought iron. Now, this 
angle depends upon two things conjointly — ^first, the angle 
at which the two lower faces meet, called the plan angle of 
the tool ; and then, secondly, upon the angle at which the top 
face is ground to the front line, formed by the meeting of 
the aforesaid faces. A graver is a square bar : it has, there- 
fore, a plan angle of 90deg. Grinding ofP the face at 45deg., 
with the line formed by the meeting of any two given faces, 
the edges produced will be 60deg. each, and these are the 
angles usual with that tool. If we grind the faces of the 
little cutter, therefore, similarly to make an angle of 90deg., 
and then grind off the top face at 45deg., we get 60deg. of 
cutting edge. But an angle of 90deg. gives rather a weak 
point to the graver or to our cutter, and the latter is pre- 
ferably ground to a larger angle, the faces meeting at 120deg. 
The top must be then ground to make 55deg. with the front 
line, and the result will be two cutting edges of 60deg., as 
before, but the point of the tool will be strong. The extreme 
point, even then, is preferably rounded on the oilstone. 

One precaution has always to be taken, in order to produce 
two edges equally sh^rp, and that is, to keep the front line 
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farmed by the two faces, and whicb will be upwards when 
grinding the laat face, ia the "run" of the grindstone. It 
does not follow thai the lime in question will be in the 
centre of the toot, because it is to be clearly understood 
that there is no restriction as to the direction of the edges. 
Fig. 20, A, B, C, may represent the grindstone forming the 
third, or top, face — the back of the tool, being, of coureet 
seen. Then it may chance that, to get the middle line be- 
tween the front faces right in the run of the atone, the bar 
may hare to lie like B or C; for it may seem convenient to 
grind the first edge like the left hand of D, all on one side, 
so that the second edge, making 120deg. with the first, may 
lie square across the end of the bar. When the tool is 
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reversed, it will have to lie as seen at 0, or the edges will 
not be equally sharp. Such a tool, having its leading edge 
very much to one side, may be useful on the side of a flange 
or shoulder. The position of this leading edge is the first 
consideration. It will depend on the work ; is the tool to 
cut more towards the right or left, or straight ahead P Grind 
that face to suit the case, and then grind number two at 
120deg., 90deg.. or. for a small comer, 60deg., or 55deg. for 
Bcrew-cntting. and then the top face at such a slope or rake 
as to give the cutting edges desired. Consider, also, if you 
are likely to find in the way any part of the tool edge that 
will not be actually engaged. Generally speaking, only a 
small part of the edge is in cut Then, if jon like, file 



SLIDE -SBST WOBK IN METAL. 77 

away all tliat is of no use. Never mind the shape thus 
produced: all you want are the edges. 

It is very advisable that every turner who wishes to take 
up this Haydon bar, and to work it thoroughly, should begin 
hj what may be called the normal tool for outside work on 
cylinders. This is the simplest of the many possible forms; 
the angles are of a size easily remembered, and the work 
which it will do is of the very best. The front angle, formed 
by the meeting of the lower faces, is to be 120deg., and the 
angle made by the front line with the top face is to be 
55deg., giving 60deg. as the angles of the edges. A notch in 
a sheet of tin, made by two three-square saw files held together, 
will make a gauge for 120deg.; a second notch made by one 
euch file will be 60deg. ; and a third notch, marked for 60deg. 
by a bit of tin filed to fit the 60deg. notch, and then cut a 
little within the marks, will serve nearly enough to measure 
the profile of 55deg. Of course, it may be done with mathe- 
matical accuracy, by means of a proper protractor, but the 
plan suggested serves fairly well as a workshop expedient. 
In grinding the two faces, the clearance may be stated at 
3deg., as it has been shown that the smaller this angle is 
the better. After grinding to gauge, give a rub, face down, 
on an oilstone, and also take off with it the extreme point, 
rounding it just visibly and no more. This tool will, if 
rightly placed, do the finest and most beautiful outside work, 
needing no further finish of any kind. To place it, gauge 
height by the Lathe centre, after the bar is fixed in the rest, 
pushing up the cutter in the sling until it is exact to height; 
then clamp t by the screw. To adjust it now to the work, 
remember the principle is to be carried out of two edges — a 
leader to cut down the shoulder, and a follower to cut the 
shaving from the cylinder in such a manner as to leave it 
perfectly smooth, and, if desired, as bright as a looking-glass. 

For this the follower is to lie almost parallel to the work, but 
not quite so. About two-thirds of that edge may, in fact, be 
allowed to cut. If the result is not a continuous shaving 
clean cut, examine for the cause, specially for the following — 
viz., too great clearance angle, and the tool point too high 
or too low ; the latter, having, perhaps, resulted from screwing 
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down the bar in the tool-holder, after adjusting height of 
centres, with the bar merely lying upon the rest. Also, 
see to possible softness of the tool, a defect often over- 
looked. Nothing has, indeed, been said about nardening 
and tempering the cutters; but this is a matter of necessity, 
and a very easy one to accomplish. Just heat each, after 
forming it, to a full red, and drop it in a basin of water. 
This gives perfect hardness; and, though brittle, the tools 
will, with ordinary work, seldom break. But they are easily 
let down a little by heating a bar of iron, or shovel, red hot, 
and placing them on it until they take a light straw colour, 
or deeper straw, beginning to verge into blue. Then drop 
again into cold water, and they will stand well upon most 
bars of rolled iron. The latter may itself cause broken and 
short shavings, owing to cracks and defects ; but, after a little 
practice, it will soon be seen whether this or the tool is at 
fault. 

Never rest satisfied with bad work or hitching, chopping, 
scraping, or anything but an evidently clean cut. If not 
obtained, the grinding is faulty, or the tool badly placed. 
When both these conditions are correctly carried out, the tool 
cannot possibly fail to work well. 

After thoroughly getting hold of both the principle and 
practice, by the use of the normal tool, another simple form 
should be tried — e.g., one ground to 90deg. front angle and 45deg. 
top rake, which is exactly the graver used as a double-edged 
tool, instead of as a single-edged one, as it is when used by 
hand in the way already described. Then, taking the normal 
tool as a foundation, file away one edge almost to nothing, 
taking a great sweep out with a round file, and you have a 
tool for the side of a shoulder or an odd corner. File out 
both sides till you get a parting tool — ^and, in fact, see how 
many useful shapes you can obtain out of that one plain tool. 
Tou thus learn, step by step, the real value of the cutter- 
bar system. Even workmen who have never heard of double 
edges, or who scorn to depart from their ancestral inheritance 
of rule of thumb, do unconsciously adopt the principle when 
they give more top rake to that side of a round-end tool that 
is leading. They set the tool "end on," at right angles to 
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the Lathe bed, and then find it cuts badly, unless the leading 
edge is higher than the other. 

It is a role in double-edged tools that, if any difference 
of acuteness exist, this extra sharpness of the leading edge 
shall be secured bj leaning the tool slightly over in grinding 
the top face. But not only is this the case, but, whether 
recognised by the workman or ignored, it is a fact that nearly 
all his tools are double edged, and, in fact, must be so, unless 
he is content to tear off the shaving instead of cutting it. If 
a shaving has breadth and thickness (and some are of con- 
siderable thickness), it must be cut in two directions, and, 
therefore, two edges are a necessity, although they may be, 
and are, often disguised by being rounded off into each other. 
It is much better to admit this fact, and then to think out 
the result of it. 

A workman thus using his intelligence will soon prove a 
better practical workman than he was before. There has been 
a vast amount of prejudice in this matter, which still exists 
to some extent, because a latheman who has learnt practically 
how to grind a tool, and how to use it, will not listen to any 
theory of why the tool in question was to be so ground or 
placed. But the result is that a great deal of Lathe work is 
very badly done, and that if any unusual job of turning is 
called for, demanding a special tool, the workman is at his 
wits' end to produce it; and if any tool works inefl&ciently, 
it very often happens that the latheman has no knowledge 
of where the fault is. 

Technical schools are doing something to rectify matters; 
and probably before long the rule of thumb will find itself 
deposed, and that workman will get the highest wages who 
understands the theory of cutting tools, and can reduce it 
to practice. 



<^ 



CHAPTER YI. 



THE SELF-ACTING LATHE. 



rwill always be found difficult to torn the handle of the 
slide-rest so evenly that the work shall be left uniformly 
smooth and true. If the tool rests too long on one spot 
a deeper cut is the result, which, although very shallow, 
shows as a line upon the work; and this always occurs, 
again and again, when the slide-rest handle receiyes an 
intermittent motion, which, more or less, it nearly always 
does. Hence, for one reason, a self-acting motion is superior 
to that produced by hand, and this is easily managed by 
the aid of gearing or cog-wheels, and, with slightly less 
certainty, by means of cords and pulleys, generally connected 
to the mandrel through the medium of an overhead shaft. 

But another reason for the adoption of self-acting Lathes 
is that in a factory one man can attend to two or three 
instead of one — ^a matter of economy that cannot be dis- 
regarded. And, thirdly, this mechanism enables a workman 
to cut screws of any desired pitch, say from one to sixty 
threads in an inch, with certainty; and also coarser screws 
called spirals, having perhaps but one complete turn in 
six inches. Apart, therefore, from such other uses as the 
self-acting Lathe may be occasionally put to, the above 
are ample reasons for its general use where much and varied 
work is carried on. The general form of these Lathes may 
be gathered from the accompanying engravings of Lathes, 
numbered 15 and 16 in the catalogue of the Britannia 
Company, of Colchester (Plates XI. and XII.). A screw 
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runs the whole length of the bed in front, of a quarter 
pitch — i,e., of four threads to the inch. This passes through 
a nut in the apron of the slide-rest, just behind the straight 
handle. The rest is free to move along the bed from end 
to end, the edges of the bed being planed to a V shape, and 
being embraced by guide-bars similarly planed, and adjustable 
to take up wear. Turning the main or "leading" screw, 
as it is called, in one direction, causes the rest to travel 
from right to left, and reversing the motion causes it to 
return. This is the main principle of all self-acting Lathes. 

But it is also evident that means will be needed to stop 
the traverse at any given point, without having at the same 
time to stop the Lathe. This is accomplished by sawing 
in half the nut through which the screw passes, and attaching 
each half to a short, vertical slide working in guides. The 
handle seen in front carries a plate with two spiral grooves 
in it, in which pins standing out from the halves of the nut 
engage, so that by turning the handle on one side the two 
halves are separated in an instant, leaving the screw free; 
while turning it back closes the nut upon the screw, and 
causes the slide -rest to resume its motion. The slide-rest is 
placed upon a saddle which fits to and slides upon the bed; 
and it is very often so made that the whole upper part 
can be removed, leaving the saddle free, so that work can 
be clamped upon it for boring or planing (if the Lathe has 
a planing head fitted to it). To the left is seen a large cog- 
wheel, attached to the screw, and by which, through other 
changeable wheels and pinions, the rate of motion of the 
screw can be varied, so as to give to the slide-rest either 
a quick or slow motion at pleasure. Two small wheels (seen 
on the left of the headstock below the mandrel) are fitted 
on the same plate, which is centred on a pin; so that either 
can be made to gear with the small pinion on the mandrel. 
This serves to reverse the motion of the screw, while the 
flywheel still continues to revolve in the same direction as 
before. Bolted to the back of the saddle, but removable at 
pleasure, is a die stay, or support for long work liable to 
bend under the tool. Being carried along the bar as the 
turning proceeds, and being all the time cloi^e to the tool, 
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it supports tlie work perfectlj, and qnite removes all ten- 
dency in it to deviate from its proper position. A drip- 
can, with soap and water, is also similarly mounted, to lubricate 
the work. 

The action of the screw causes a very slow movement of the 
saddle and its rest, and, therefore, when the cut is finished, 
and it becomes necessary to run back the rest, to commence 
a new cut, means are required for doing this with rapidity. 
For this purpose there is a rack attached to the front of 
the Lathe bed, into which a pinion gears, which has its bear- 
ings near the half-nut slides, in the apron of the saddle. 
The handle to this is the long one seen in front. The half* 
nuts being opened, to free the rest and its screw, a few turns 
of the handle carry the tool back again to its starting- 
point, ready to commence a fresh cut. The Lathes illustrated 
have friction wheels to the crank axle, which is straight, a 
slotted crank being attached outside the left standard, and 
this is worked by an anti-fiiction chain motion passing to the 
treadle. The pile of cog-wheels seen in front, twenty-two in 
all, are for attaching to a stud, on a radial arm, which is 
mounted concentrically with the screw, and can be clamped 
in position after the gear wheels are arranged on screw, man- 
drel, and stud. These are necessary for automat ie screw- 
cutting. It is evident that, with a given set of wheels and 
pinions — ^geared, on the one hand, with the mandrel, and, on 
the other hand, with the screw — any desired rate of speed can 
be obtained between the two; thus, while the screw makes 
.one turn, and draws the slide-rest and tool iin., the mandrel 
may be made to revolve either once or twice, or a dozen times, 
according to the sizes of the wheels and pinions used, as will 
be fully explained in the chapter on screw-cutting. The 
elide rest can, therefore, be arranged for merely turning a 
smooth surface — ^which is, in reality, an infinitely fine screw — 
or it can be made to travel so fast in proportion to the speed 
of the mandrel as to cut a coarse spiral. 

The tools required are the same as those already described, 
and either the solid ones can be used, or the cutter bar; but 
when once set into cut, nothing is needed but to work the 
treadle, when the tool will be carried along with a perfectly 
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even motion, sacli aa no hand feed can rival. Among Lathe 
noTeltieB introduced bj^ the Britannia Company, of Colchester, 
two are well worthj of notice, and thej may be taken as 
ertremce of power — ttz., their Noa. 13 and 18 : the first a 
small acrew-cuttii^ Lathe of Sin. centre only, with 2ft. 6in. 
or Sft. bed; and the other a treble-geared Lathe, specially 
made for the Admiralty for use »m shipboard — a Lathe with 
gap bed, to awing 24in., and with power enongh, under treadle 



Fio. 21.— Tbsble.Qeired ]>tiie. 

action alone, to take a Jin. cut oS a 2in. or Sis. bar. It 
would be hard to find a tool of snoh power more compact, 
better designed, or better made; and the price — £36 for one 
of 5ii. centre — ia marvelloualy low. That it is possible to 
turn a pump-cover, or similar article, ii4in. diameter, by foot 
power is, at first sight, incredible; but the treble gear mul- 
tiplies enormously the power applied. Thia Lathe ia illua- 
trated here in Fig. 21, wliich givea a good idea of ita general 
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appearance. In a country fitting-shop or agricultnral im- 
plement maker's where steam is not available, this Lathe 
would be inyaluable. 

The No. 13 («ee Plate XIII.) is the amateur's Lathe 
par excellence for all light work in engineering, such as model- 
making and the construction of electrical and scientific in- 
struments. Fitted also, however, with overhead, as shown 
here, it becomes suitable for ornamental and plain turning in 
wood or ivory. As a screw-cutting Lathe, it is an exact 
miniature of those already described, except that there is no 
crank axle, the flywheel being mounted on a fixed stud on 
the standard. With a handle fitted to the slide-rest screw, 
and a revolving cutter or drill, driven by the overhead, the 
most beautiful spiral work can be done. When the gap 
piece is out of the bed, it will admit a disc of lOiiin. diameter, 
instead of 6in. The drawer in the table on which it is 
mounted is intended for spanners, tommies, mandrel taps, 
and such like. Price £15 158.; or £21 with overhead, 
including the ornamental drill spindle. This Lathe is such 
as an ingenioifs amateur can hardly fail to turn to good 
account, removing, as it does, both the difficulty of screw- 
cutting, and also of highly-finished plain turning in metal. 
It can be made with a crank shaft at a small extra 
charge. With castings, now so easily obtained, engine-making 
should become, by the help of this unique Lathe, compara- 
tively easy work. The overhead is, moreover, an advantage 
that need only be tried to be appreciated, especially in 
cutting screws in wood. These can be beautifully cut with 
small, revolving cutters, which make a clean thread far better 
than is attainable with a fixed tool, owing to the very slow 
motion of the mandrel, which is not well suited for wood. 
In fact, wood cannot revolve too quickly against the tool, 
especially if it is of the kind known as soft wood. A V tool, 
however, will cut the latter quite cleanly, and make a nice 
thread, and this can be held in a cutter bar, and fixed on 
the slide-rest of this Lathe. 

It is not to be supposed that the amateur, or anyone not 
a thorough adept, will succeed in either plain turning or 
screw-cutting — most decidedly not the latter ^ merely by 
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obtaining one of these handy little machines. A screw- 
cutting Lathe is a yery ingenious bit of mechanism, and its 
capabilities are not to be learnt in a day. When, therefore, 
it first comes to hand, it should be thoroughly examined, and 
its various parts studied until well understood. Let the 
yarious wheels be mounted—- first, a mere idle wheel, or the 
stud brought into gear with that or the screw, and with the 
small one below the two that are on a piyoted plate at the 
back of the headstock, which two, I have explained, are 
meant to reverse the motion of the screw for cutting left- 
handed threads. Then, when the single row of wheels has 
been thoroughly understood, let the wheel and pinion on the 
sleeve be mounted on the stud, and the effect of this arrange* 
ment tested as regards change of speed. Put a cylinder of 
wood in the Lathe, to experiment upon; and, with a sharp 
point tool, try the result of different wheels geared singly 
and also doubly. This will teach, better than any written 
description, the nature of screw-cutting, to be hereafter 
carried out, in metal. It will be found that wheels geared 
singly — i.e., in one plane— only produce the effect of the first 
and last; the result, as regards speed, being the same as if 
these were geared together. But the intermediate one alters 
the direction of motion, and is necessary to fill up the space 
between the mandrel wheel and that on the leading screw. 
Any intermediate wheel that is of suitable size may, there- 
fore,] be used indifferently, without altering the ratio of speed 
between the screw and mandrel. In illustration of this, 
suppose a wheel of sixty teeth on the screw, and one of ten 
on the mandrel, which is the driver or originator of the 
motion : it is evident that the rate will be six to one — that is 
to say, the small wheel will turn six times while the large 
wheel turns once — and they will turn in opposite direction^. 
Insert between them one of twenty teeth, which will, at the 
same time, reverse the direction of the driven wheel. The 
ten wheel (driver) makes one turn, while the twenty on the 
stud makes half a turn — i.e., uses ten of its teeth — and, as six 
times ten are sixty — the number of teeth on the screw wheel — 
the latter still makes, as before, six turns, to one of the driver. 
Instead of an intermediate wheel of twenty cogs, any other 
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will answer equally well that may be of conyenient size. The 
small wheel under the pair on the plate is of the same size 
as that on the mandrel, and consequently may be considered 
the .mandrel wheel. Consequently, the wheel placed on its 
projecting axle may be reckoned as being placed upon the 
mandrel itself, and is to be considered the first driver of the 
train. Screw-cutting depends upon the rate at which the 
slide-rest carrying the tool travels compared with that at 
which the work revolves. The leading screw is of half or 
quarter pitch — two or four threads to the inch — the latter 
in all small Lathes; so that one turn of the screw moves the 
rest iin. along the bed. If the wheels are so arranged, there- 
fore, as to carry the mandrel once round in the same time 
as the tool takes to travel iin., or four times while the tool 
travels Iin., the screw cut will be quarter pitch also— the same 
as the original leading sci^w. Here the mandrel and screw 
make turn for turn, and, therefore, each will need a wheel 
of equal number of teeth, and to fill up the space, any idle 
wheel may be placed on the stud. 

Plainly, it is not difficult, so long as we can get the proper 
proportion out of wheels in the same plane, to get any even 
number of threads to the inch from a leading screw of a quarter 
pitch. Starting with a pair of the same number of cogs, we 
have seen that the pitch of the leading screw will be exactly 
copied. Halve that on the mandrel, and the pitch will be 
twice as fine, because now the work will turn twice while 
the screw turns once; and so on — the smaller the mandrel 
wheel, the greater the number of threads that will be cut in 
Iin. of length. The wheels generally rise by five cogs, from 
20, the smallest, to 120, with two of 60 for use to get the 
equal pitch with that of the screw. It is convenient to keep 
the one on the screw unchanged, and this is commonly of 
60 teeth in small Lathes, which is a convenient size; or, if 
preferred, that on the mandrel may remain the same, and 
the screw wheel be the one to change — ^it is merely a 
matter of convenience : but, for a time at least, while getting 
into the way of reckoning, one or the other should be 
constant. A short Table is annexed, suitable for a 60 wheel 
on mandrel, unchanged; — 
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Threads 

to inoh 

required. 


Mandrel 
Wheel. 


stud 
WheeL 


Soremr 
WheeL 


And so on for all eren 
numbers, as long as the 
requisite wheel is in the 
^ set, e.gr., 24 threads wonld 
require fonr times 90 = 
360, which will not be 
supplied. 


1 
2 
3 
4 
5 
6 
7 
8 


60 
60 
60 
60 
60 
60 
60 
60 


1 

1 

1 


15 
30 
45 
60 
75 
90 
. 105 
120 



But, again, suppose with a 60 wheel we try to find a screw 
wheel to produce 3J threads to the inch, we find it would he 
one with 52^ cogs. We must, therefore, change our 60 
mandrel wheel for another — say, of 80 cogs — and with 70 on 
the screw, the required pitch will be obtained; for 70 bears 
the same proportion to 80 as 52i does to 60. 

Perhaps the simplest way to get at it is this. Set down 
the number of threads required, and under it the number of 
threads to the inch on the leading screw, making it a fraction 
thus: Required 6 threads to the inch, with a leading screw 
of 4 to the inch, £. As we have no wheels of so few cogs, 
multiply both by the same number — say, 10 — we get £g. The 

bottom figure will be the mandrel wheel, the top one the 
screw. Both these wheels are in the set. But if we want, 
instead, to use our 60 wheel on the mandrel, we can manage 
it, for we have but to multiply the J by 15 instead of 10 — 
thus, §g. We now get the 60 on the mandrel, and 90 on the 

screw, as already set down in the Table. We will now take 
the fractional pitch, 3J to the inch. Set it down as before, 

and multiply by 10, thus ^* x lo = J§; or, if more con- 
venient to use larger wheels, multiply again by 2, and we 
obtain J^ x 2 = ^S> which is also the same as shown in 

the table, 80 on the mandrel and 70 on the screw. 

When the wheels set in one plane are incompetent to pro- 
duce the speed required, we have to break up the single 
fraction into two, and thus get the sizes of the stud wheel 
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and pinions. I may observe here, tliat it is of no consequence 
whether we place the pitch required above or below in the 
so-called fraction, and for one reason we may perhaps con- 
veniently reverse it in treating of stud wheels. Thus, to cut 

6 with a screw of 4 to the inch, ^ x i o = ^^, or £ = Jg ; 

only we have to remember that the mandrel wheel will be 
that which we get from the pitch of guide-screw — i.e., in 
this case, the 40 wheel — a fact easy to remember. To work 
with the extra wheels, suppose we have to cut 9 to the inch 

with a screw, as before, of 4, ^ x lo = ^§ ~ ^ x i8* 

"We can multiply ^ x s = J^, which wheels we have at 

hand, and, as we have a pair of 60, we can multiply 

^g X 6 - f g. We thus get Jg, f g. The top are the 

drivers, the bottom the driven. So we put 20 on mandrel, 
driving 45 on stud, on which we also place 60 as driver, and 
gear it to 60 on the screw. "We have worked as before, only 
we have cut up the one fraction into two. Now, it might 
have happened that we had but one 60 wheel, in which case, 
for the sake of practice, we will work differently. 

"We begin with f >< lo = fg = :j®3^ ^ f. We may leave 

the 45 and 5, and multiply the 8 and 2 by 5. We now get 

^g» A' ^^^ ^^^ again multiply the latter pair by 10, and get 

-^oh> ^^ ^y ^» ^^^ S®* §8- ^^^ ^s suppose the latter to 
be found preferable. The whole will stand f §, f g, and we 
put 40 on mandrel, to gear with 45 on stud, which also 
carries 30, to gear with 60 on the screw. To prove it, multi- 
ply the drivers together, and also the driven, and the original 
fraction will recur fg x f g = ^fgg = Jf = f . Screw- 
cutting Lathes have attached, generally speaking, a plate, 
with the numbers engraved, for ordinary Whitworth pitches, 
to suit the particular guide-screw and set of wheels, render- 
ing calculation unnecessary. But the above has been given 
to explain the principle, and to enable the workman to calcu- 
late for himself in respect of any unusual pitch of screw he 
may have to cut. It may happen that, with the usual set 
of twenty-two wheels, it may not be possible to get certain 
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pitches exactly, and then the nearest that is practicable 
within a very small fraction must take its place, and will 
often answer very well for a short length; for the difference 
in that case will not be perceptible. A nut, e.g., cut with 
nine threads, may apparently fit a screw of eight or ten, 
if it has only to go on a few turns. Of course, it is only 
for such a common, rough job that such fit would pass 
muster. 

The principles here laid down are carried out, in a later 
chapter, by a practical workman, accustomed to all operations 
of the kind. A Table is there added, to save, to a certain 
extent, the trouble of calculation. At the same time, it is of 
great importance to a latheman to become independent of such 
Tables, which are rather conducive to laziness. They are, 
however, useful as a means of checking and verifying calcu- 
lations previously made by the workman. 
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CHAPTER VII. 



CHUCK-MAKING. 



rwill now be as well to fulfil a promise made in one of 
the earlier pages of this work, by describing tbe proper 
method of making a chuck in wood and in metal, because 
this is a task almost necessary for the amateur, and involves 
a little screw-cutting, in which he is now supposed to be 
fairly proficient. To commence with a plain cup chuck of 
boxwood. Let «* piece be sawn from the log, of adequate 
size, say 2iin. or Sin. in diameter by Sin. in length; care 
must be taken to saw it off squarely, or there will be un- 
necessary waste, and boxwood is precious. If a self -centreing 
scroll chuck is at hand that will grasp it, nothing can be 
more suitable. If not, let a hole be bored centrally, and 
mount the block on the taper screw chuck. It must bed 
down fair and true against the plate of the chuck, and be 
very firmly secured, because it has to stand both turning 
and boring. Bring up the back centre to help hold it, while 
the outside is being reduced to a cylindrical surface, and the 
end cut exactly square to the axis. Of course you can, in 
this last operation, only carry the cut as far as to the back 
centre. The poppet head must, therefore, now be removed, 
and the face of the work finished by means of a chisel, held 
flat on the rest as before explained ; try it with a straight- 
edge, and see that it is neither hollow nor convex, but truly 
flat. Now, with a nose bit or gouge, or round-end tool, bore 
a hole to a depth rather greater than the length of the 
screw on the mandrel nose; and if, the latter is lin. diameter, 
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V 

let this hole be iin., as the thread will be, probably, iin. 
deep; anyhow, don't let it be too large, as it is easy to en- 
large it if too small. Here, again, care is needed to prevent 
the bore from being conical in either direction — ^it must be 
quite parallel. An inside tool, or right-hand tool, as it is 
often called, is the proper one to finish it with. Now bevel 
slightly, or round off the sharp edge, or '* arris," as directed 
in the chapter on screw-cutting by hand, which is the next 
process to carry out; but, unless the turner is an adept at 
screw-cutting, he had better avail himself of some kind of 
guide — a traversing mandrel, if he has one ; but if not, the best 
way is to use a special tap, made to cut sharply, so as to 
make a screw line deep enough to give a lead to the 
chasing tool. The sort of tap to have is one similar to what 
is sold with a screw-box. The taps for metal are of no use for 
this work. The ordinary taper tap will not get a hold, unless 
you can make the hole a deep one; the plug will not enter, 
and the intermediate will not have sharp cutting threads near 
its end. What is needed, and should be sold always with a 
lathe, is a very short tap, with four sharp edges, and a long 
stem with a hollow centre made in the end ; the cutting part 
must, of course, taper a little. It is certainly possible to use 
an ordinary intermediate tap for a cup chuck, because you 
may bore it as deep as you please; but it is not really suit- 
able. The way to enter it is to bring up the poppet head so 
that its point may fall into the hollow centre in the end of 
the stem or shank, a small spanner or hand vice being se- 
cured to the square head of the tap, or a proper tap wrench, 
which is better. The tap is then slowly revolved, a little at a 
time, while the back centre is screwed up so as to follow it ; 
and this is carried on until the requisite depth is reached. 
There will now be, on gently withdrawing the tap, by turning 
it backwards, a clear, sharply-cut screw line, quite sufficient to 
give a lead to the chaser — and it will be parallel, and true to 
the lathe centres. The hand rest is now to be set across the 
end of the chuck, and the inside screw tool is to be gently 
applied, when its points will be caught at once in tbe spiral 
groove, which will carry it forward at the required rate. In 
this way the thread is to be deepened gradtudly, until it is 

E 
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found to be of full depth, and equally cut from end to end of 
the hole. 

To allow of this, it is usual to bore a little deeper than the 
length of the mandrel nose, and then to take a side parting 
tool, and with it to oat a groore at the bottom the full 
depth of the thread. The chaser will then fall partly 
into this, giving time to withdraw its teeth out of cut, and 
thus enabling it to cut to the end of the thread without 
striking the bottom of the hole. Now unscrew the chuck (not 
the one you are engaged upon), and, turning the latter round, 
try how it will go on. If it is too tight, do not force it, 
but put all back, and ease it. The sharp edge of the thread 
will be better removed, and a chuck should run on quite 
easily, and bed up well and truly against the face of the 
mandrel. Try and try again, therefore, until such is the case. 
All that remains is to screw the wooden chuck in its place 
on the mandrel, turn up the outside, and bore it out to the 
size needed ; which latter job should be left, of course, until 
the chuck is actually required for use. It is usual to round 
off and shape to a nice curve the back end of the chuck, next 
to the mandrel; but this is a matter of taste. If all has 
been well done in boring and screwing, the chuck ought, 
theoretically, to run true at once, when in its place ; but 
this is seldom the case, although the error is often very 
slight. In any case, a few strokes of gouge and chisel are all 
that will be needed, and, once true, it will generally so re- 
main for a long time. 

To make a similar chuck in metaJ, the process, roughly 
speaking, is the same; but here we have to deal with a 
casting of iron, brass, or gunmetal. This must, of course, 
be chucked differently, though if of brass, a strong Ameri- 
can scroll chuck may possibly suffice; yet it is hardly a safe 
plan. Preferably I would chuck it upon — i,e», outside — a wood 
chuck, or outside a block of wood driven into a metal cup 
chuck, and turned to fit it tightly. If it is a good casting, 
and is mounted to run fairly true, there will be no shocks 
caused by the tool, even at the first cut— only a steady 
strain, that should not loosen it, or throw it out of centre. 
The skin should be ground or worked off with a coarse old 
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file before mounting it on the lathe, as it will make it 
much easier for the tool to face it up. Such skin is often 
exceedingly hard, and will instantly take off the edge of a 
tool; the latter, however, should always have a dean place to 
start upon, by filing off the edge of the work to form a 
slight bevel — ^it then gets at once underneath the skin. 
There are face-plate clamps which will also serve our pur- 
pose, but on the whole the plan suggested will be the 
simplest, and therefore the best. The chuck to be turned 
need not occupy more than an inch of the block on which 
it is mounted, if it is well fitted. Being rough inside, it 
will take a secure hold of the wood. The great thing is to 
drive it on carefully and truly at once, so as not to have 
to keep on tapping it this way and that, to set it correctly, 
or it will be loose on the block, and yield to the tool. 
Supposing the work fairly mounted, a cut should be taken, 
all over it, either by hand, or, better, by a tool in the slide- 
rest; a round-end will be the usual one. Then, the end that 
has to be bored is to be very truly faced ; and, if the hole is 
not cored out in the casting, it will have to be drilled — and 
in a cup chuck it is generally drilled quite through into the 
hoUow of the chuck. It is not' easy to make a 3in. chuck 
solely by hand, but as regards boring out the hole for the 
screw no turning is necessary. If not cored out, a little 
centre hole is first made, by the point of a graver, and then 
a drill is run in, and the bore enlarged by another; or a 
little recess is turned, and then a half-round engineer's bit 
of the exact size needed, bores and completes the hole at 
one operation. This tool has a centre drilled at its opposite 
end, and is always advanced into cut by the screw of the 
back centre. It is a splendid tool if well made, and will cut 
a dean hole in solid iron ; but it will save it to run a drill 
in first. You must turn a slight recess, however, just to in- 
sure a true start. The tap now comes into operation as 
before, and here again it needs one made sharp to cut a 
clean line, but a tap a good deal less in size than the 
mandrel nose, as it will be followed by the chaser, as 
in the case of the wood chuck. The chief thing is to 
keep the tap in line with the mandrel, and this is se- 

E 2 
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cured always by advancing it by means of the back poppet 
centre. 

All taps of the size of a lathe mandrel have centres left, 
and are so used in lathe-work. Generally speaking, the 
screw on the mandrel is not cut clean up to the shoulder 
against which the chucks abut, and therefore, after finishing 
the screw to a nice fit as far as it will go, two or three 
threads must be turned off. It will then bed correctly home, 
and also run fairly true. As soon as it does this, finish the 
outside while it is in its place, and, if you like, turn the 
inside out quite smooth, and very slightly taper — so slightly 
as to leave it almost cylindrical. Such is the proper, ortho- 
dox, and best way; but a great many chucks are mounted 
in the lathe and bored, and then, if a through or thorough- 
fare hole is allowable, as in the present case, the entire 
thread is done with ordinary taps, and the chaser wholly 
dispensed with. It is then screwed on the mandrel; and, as 
it is rarely that it can run true, the outside is freely cut 
away to make it run correctly. If the end does not touch 
the shoulder of the mandrel all round, it is filed till it does, 
and the result is a badly-fitted chuck, that will again and 
again work out of truth. 



CHAPTER VIII. 



TURNING ARTICLES OF SQUARE SECTION. 



r would at first sight be deemed impossible to turn articles 
in an ordinary lathe of any other form than cylindrical, 
although, by means of rocking headstocks, actuated by 
rosettes, or cams, or special appliances, such work is done 
every day, and wheel spokes, axe handles, and other irregu- 
lar forms, are shaped by thousands. « Nearly a century ago 
nevertheless, Bergeron published a method of effecting 
such work by the aid of a sort of chuck, round the peri- 
phery of which several bars of material were mounted, so 
that they might come in succession under the operation of 
the gouge and chisel. The method was precisely similar to 
that now to be explained, the chuck and its fittings being, 
however, improved and simplified. The apparatus is very 
cheap, and the work produced sufficiently satisfactory to be 
worth doing. There is also the advantage of being able to 
make from four to six articles at once, and precisely simi- 
lar. The apparatus consists: first, of a square bar of iron, 
with centres drilled at the ends, to be moimted as if for 
turning. Upon it are fitted a pair of round discs of wood, 
which can be adjusted at any desired width apart, according 
to the length of the work. These are backed by smaller 
flanges of metal, which secure them to the bar by a wedge 
or screw. In the edges of the wooden discs are cut rectangu- 
lar notches, to fit the bars of wood which are to be turned. 
The latter are secured, either by such iron clamps as are 
shown, or by any other efficient means, such as an iron hoop 
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slightly larger than the discs, and thin wedges of hard 
wood. 

Whatever may be the mode adopted, it must be capable of 
easy removal and readjustment. The drawings given, of the 




FlO. 22.— TUANINO A&TICLES OF SQUARE SSCTION. 

'Complete apparatus and its essential details (Figs. 22 and 23), 
will suffice to explain clearly the arrangement. The square 
bars thus mounted can now be moulded by turning tools held 
upon the rest as usual ; but as they do not themselves revolve. 






Fig. 23.— Chuck fob Akticlbs of Squi&B SscnoN. 

except upon an axis common to all, the tools will only reach 
a. small part of their respective surfaces, three-fourths remain- 
ing untouched. The bars are now loosened and remounted, 
with another side outwards, which will enable another fourth 
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of the snrface to be cut, tlie mouldings mimiiig into those 
preyionslj made. Again the bars are loosened, and the pro- 
cess repeated, and after three readjustments the several bars 
will be found to have obtained a form of which the cross- 
section is apparently a square. The faces are, in point of 
fact, not quite flat, but curved, approaching nearest to a flat 
if the discs of the chuck are of large size. 

This method is also capable of producing work of triangu- 
lar section, the only alteration requisite being triangular 
instead of square notches in the discs of the chuck. The 
work alflOj o^, at any- rate, its extreme e^ds, must be carefully 
planed with three flat faces, to fit these notches. Other sec- 
tions, such as octagon, hexagon, or quasi-elliptic, are possible, 
by different fo^rtnis'of notches to receire the ends of the rods; 
and, instead of four anly> several laeoes may be secured and 
tum<sd at the'same time. This kind of work looks very well 
associated with that of circular form* The top of a candle* 
stick, for instance, may be made cylindrical, and the stem 
and base, or stem alcme, square or triangular. The whole 
will also stand conspicuous as a turner's puzzle. A half- 
crown will purchase the whole apparatus, so that it is within 
the reach of all. This work r^tdres care and sharp tools, 
taking very light cuts ; and in making the discs, it is essential 
that the notches stand opposite each other. The two should, 
in fact, be * clamped together, so as to enable the pair to be 
notched as one. Even the square bar may be of wood — so 
that the whole apparatus might be home made; or it may 
be purchased, either in the rough parts or finished, of the 
Britannia Company. 



CHAPTER IX. 



SCREW-CUTTING BY SELF-ACTING LATHE. 

WITH many amatenrB it is a source of much perplexity 
how to manipulate the change wheels and leading 
screw of a screw-cntting lathe, in order to produce a 
screw of any desired thread, or "pitch." 

It is therefore proposed in this short chapter to present { 

the matter in a very plain and simple manner, which will 
elucidate the whole mystery. 

What we have to do is to traverse the tool along the work 
revolying between the lathe centres, at such a ratio to the 
speed of the revolution as shall produce a screw of the desired j 

fineness or coarseness, which is called the " pitch," and usually ) 

•expressed as of so many threads to the inch in length of 
«crew. 

Now it will be obvious that if equal-sized wheels be used 
to connect the spindle of headstock and the leading screw 
which traverses the saddle, and with it the cutting tool, along 
the lathe bed, the speed of the revolution of the spindle (and 
with it the work driven by it) will be the same as that of 
the leading screw, and the screw produced will be precisely a 
counterpart in pitch to the leading screw; and as this may 
be often required, every set of change wheels is supplied with 
one x>air of equal wheels, usually forty or sixty teeth, and 
to vary this ratio of speed the other twenty wheels are 
requii'ed. 

Our object now is to see how to adjust these various wheels, 
80 as to traverse the tool in such a relative speed to the speed 
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of the revolation of tlie headstock spindle as sliall cat our 
desired pitch. 

A modem screw-catting lathe is asnally provided with a 
fixed pinion on the tail end of the spindle, and a second 
precisely similar pinion on a fixed stad screwed into the head- 
stock below it; and these are geared together by a third and 
intermediate wheel of the same or any convenient size; while 
a foarth wheel, precisely a coanterpart of the third, is fixed 
to gear into it, and is ranning idly so long as the third is 
being ased, bat may be broaght into gear with the head 
pinion by disengaging the third, and will thas reverse the 
motion of the second pinion. These three wheels, which we 
have called the second, third, and foarth, are fixed on a plate, 
swivelling on the stad of the second for a centre, and are 
called the reversing gear, and are ased for the parpose of 
caasing the leading screw to revolve in one direction or the 
other, to traverse the saddle from right to left, or vice versa, 
and thas to cat screws either right or left handed. 

Now, as the pinion on the end of the spindle, and that (the 
second) on the fixed stad below it, are precisely the same, it 
follows that they will revolve at the same speed, and we may 
treat them as the same, and the sleeve connected to pinion 
on stad of reversing gear is now a correct sabstitate for the 
spindle of headstock, and in all oar sabseqaent arrangements 
we shall treat it as the latter, and speak of it as the " spindle." 

This sleeve, fixed to and revolving with the second pinion, 
is prepared with a key to receive the change wheels ; and when 
we say we pat sach a change wheel on the spindle, we intend 
patting it on this sleeve. 

Now, we have at oar disposal for change wheels the *' spindle," 
and the end of the leading screw, similarly prepared with a 
key for the wheels, and which we will more briefly speak of as 
the "screw." 

Bat as these two revolve on fixed centres, we must have 
some adjustable means of connecting them by gearing, and 
this gearing, we have seen, mast vary greatly to produce the 
results we desire; hence the use of the swing frame, or 
quadrant plate, which swivels at the end of the screw, and is 
provided with one or two slots, having a stud and sleeve long 
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enough to admit of two wheelB side by side, and adjustable 
along this slot. By this means, and the swiyeUing motion of 
the swing frame, it will be found that any gearing may be 
arranged to connect the spindle and the screw. 

The sleeve revolving on the sliding stud of swing frame is 
caUed the "stud," and the driven wheel on it is called the 
stud wheel ; and should there be occasion to use a second 
wheel on this sleeve, it would be called the ''pinion." So we 
now have — 

Spindle Stud Pinion Screw 
or, as they are frequently called— 

Driver Driven Driver Driven 

We have now to consider the changing of the wheels on 
these three centres, to give the requisite ratio of speed between 
spindle and screw. 

For simple pitches below twelve threads per inch, a single 
train of wheels — ^that is, three— only is needed, viz., one driver, 
on the spindle; one driven, on the screw; and one inter- 
mediate wheel, on the stud. Let it always be borne in mind 
that a mere idle or intermediate wheel, simply conveying 
motion, does not alEect the ratio. "Now the size of the change 
wheels, that is, the number of teeth, must always bear the 
same ratio as does the screw to be cut to the leading screw 
of the lathe; hence we will adopt the following: 

B^le 1. — ^Place the pitch of the leading screw as numerator, 
and the pitch of the screw to be cut as denominator^ in the 
form of a simple vulgar fraction ; multiply both by 5 or 10, and 
the products will be the wheels required, the numerator being 
the spindle wheel, or driver, and the denominator the screw 
wheel, or driven. 

•Exam^ple, — To cut a screw of seven threads per inch with 
a leading screw of four threads per inch. 

* 

Leading screw * « k _ J2. Spindle or drirer I -^Vp^i- rg^nirt^A 
fecrew to be cut T ^ ** » Screw or drivea * wneeiS required. 
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To cat a screw of twelve threads per incli, witli a leading 
screw of two threads per incli: 

^a X 10 = -^^ wheels required. 

Or, if the pitch required be fractional, all we have to do is to 
reduce the fraction or mixed number to a whole number for 
a simple denominator, and proceed as before. 

Example. — ^To cut a screw of four and three-quarter threads 
per inch, with a leading screw of four threads per inch: 

* X 4 (denominator of fraction) = if x 5 = |a wheels 

required. 

Pitches above twelve per inch may require, for convenience 
of gearing or bringing the sizes within the compass of the 
wheels usually supplied, that a double train (four wheels) be 
used — ^usually termed compounding; to effect which we will 
adopt 

Rule 2. — ^Proceed according to Rule 1, setting forth the ratio 
of screw to be cut to leading screw in simple fractional 
form; then assume any two other equal wheels, for second 
driver and driven, also set forth in fractional form, and 
divide one driver and one driven by any convenient divisor 
to bring the figures within the compass of your wheels. 

Example. — ^To cut a screw of twenty-five threads per inch, 
vdth a leading screw having four threads per inch: 

A X 10 = ^; assume i^g; 
divide one driver and one driven by five, and we have 

« 

6% y^> ^^^ ^^^^ wheels required. 

Again. — ^To cut twenty-two threads per inch, with a leading 
6crew of two threads per inch: 

A X 10 = ^ ; assume i^ -H" 4 = f^ -^ wheels required. 

Again. — ^To cut nineteen threads per inch, with a leading 
screw of four threads per inch: 

^ X 10 = -^ ; assume m -^ ^ = H ^ wheels required. 
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It need only be added, that if any meclianical difficulty 
arise in gearing any wheels, when once the correct ratio is 
established, any drivers or driven may be subjected to ad- 
dition, subtraction, multiplication, or division, without affect- 
ing the result, so long as the ratio is maintained. 

Thus: i% + B. quarter = f^, will be the same, 
or f^ — a third = ^ 



»f >» 



or fg X 2 = 3^ 

or il X 3 = n 

or 1%% -^ 3 = ig, Ac, &c. 

In order to insure the tool dropping into the same track 
at each cut, the simplest way is to mark a stop on the bed, 
or, better, put a stop of wood, or anything convenient, 
abutting against the front of the poppet, to bring the saddle 
back to at each cut. 

When commencing, have the saddle up to this stop, the nut 
closed on screw, and all ready to start the first cut. Carefully 
mark the position of both spindle and screw by chalking the 
wheels; then proceed. 

When the cut is taken, withdraw the tool and disengage 
the nut; run the saddle back to the stop; turn the lathe till 
both spindle and screw come to their marked position; close 
the nut; advance the tool, and it will drop into its correct 
track for the next cut. 

This precaution is not necessary in simple pitches either 
the same as or multiples of the pitch of leading screw, in 
which cases our tool will drop into its place correctly without 
trouble. 

In setting up the tool to start each fresh cut, be careful 
not to be too eager to get the work done, and spoil all; but 
take just so deep a cut as will best and quickest do the 
work. 

In this adjustment of the tool, the rough-and-ready method 
prevailing among workmen is to chalk the collar of the slide 
screw and its bearing, and after withdrawing the tool at the 
end of each cut by means of the slide screw, to set it up for 
the next to the chalk mark of the last cut, and so much more 
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of a reTolntion of the slide screw as practice abowa will give 
the requisite depth of cut; then wipe out the last chalk 
mark, and mark afresh. But this method lacks science and 
sjstem, and ie, after all, bat a rough method, oonatantlj 
liable to Tariation of depth of cut. 

To better insure accnracj ia this matter, the Britannia 
CompaDj have patented a little appliance which thej call a 
micrometer. It is made to apply to any ordinary lathe, and 
coneists of a small frame, or bed, attached in a minute to 
the saddle, and carrying a carefully-cut screw of ten threads 
per inch, with a collar again divided into ten parts, and a 
milled head for turning it by thumb and finger. On this is 
a nut, which can thus be advanced or withdrawn to any 
desired fixed distance, correctly indicated by the index point 
of the frame, and read off the graduated collar of the screw. 
A stop pin is fixed into the transverse slide of the saddle. 
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and the nut brought up to this pin; and thus the exact 
position of the slide, and the tool it carries, is correctly indi- 
cated, and any required advance of the tool for a new out 
is measured by turning the screw such portion of its revolu- 
tion as may give the required depth to the one-hundredth 
part of an inch. It is adapted fo^ inside or outside screw- 
cutting i and, while one cut is in progress, the tool can be 
accurately adjusted for the following cut. It can also be 
applied to any lathe with a slide-rest— for accurately measuring 
the out, and so insuring uniformity; and for ornamental 
drilling and fluting. 
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For the gmdance of the norioe, a few naefol liinis in pre- 
paring Mb work for Bcrew-eotting are added. 

He will, hy this tune, hare carefully read and pat into 
practice the operations set. forth in Chapter YI., and wiU be 
able to turn — or, in workshop parlance, " slide " — a paraDel 
shaft. We will assume this has been dtme, and it is now 
desired to cut a thread on the same When it is practicable, 
torn the shaft down to the depth of the thread, at the part 
where the screw will end (as the shank of a tap is), that 
the tool may ran off. But this cannot always be done; the 
thread may hare to end abruptly at a given point, in the 
fall diameter; in this case it is usual to drill a small hole 
for the tool to run into, and it is safer to stop the lathe 
about a turn or half a turn before reaching the end, and 
pull round the rest by hand. In starting a thread to end 
thus, the work will be set between the centres, with carrier 
on, and driver of lathe touching, hole for end of thread to 
front; bring the saddle up, and set the tool point into the 
hole, close the nut into the leading screw, and mark the 
position of both spindle and screw, by chalking the wheels, 
as before described. Release the nut, and run the saddle 
back to position to commence the cut, and proceed as already 
explained. Let it be remembered that the handle of the 
screw of slide-rest, parallel with the lathe bed, must not be 
touched when the tool is set, or the relative position of the 
tool and nut, which has just been obtained, will be varied 
Where a screw has to be cut close up a collar or shoulder 
a hole may be drilled, or a groove to depth of thread may 
be permissible for the tool to run into; but the latter is 
generally objectionable, as it weakens the screw. When both 
ways are objected to, the lathe must be stopped about a 
thread from the end, and pulled round the remainder by the 
left hand, the right hand meantime gradually withdrawing 
the tool. Practice will soon give the necessary skill for these 
operations. 

The greatest care is necessary to set the tool exactly at 
right angles to the axis of the work, in order that the 
thread shall be upright, not sloping like saw teeth, or when 
the screw and nut are cut, though both of one diameter and 
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piicli, they will not fit each other. And in grinding the tool, 
in the case of Whitworth V-shaped threads, see that the 
corzect angle of 55^ is maintained. In V threads it is 
not usual to give the tool any rake or slope ; but clearance 
is necessary, or the under part of the cutting point of the 
tool may scrape and spoil the thread. But in cutting square 
threads, especially if coarse or double threads, it is necessary 
to form the tool with a rake or slope, to follow in the space 
cut by the edge, either inclining to right or left, as the case 
may be. To get the correct angle of this rake, draw a right- 
angled triangle, having the pitch for a base, the circumfer- 
ence of screw for perpendicular, and the hypothenuse will 
then be the required angle. For all the above purposes, a 
very useful little gauge is sold, invaluable to screw-cutters, 
costing only about 3s. It may be observed, that in square 
threads the depth is usually half the pitch of thread. 

Appended are some calculated tables of change wheels 
which may save time and trouble. To these we have already 
referred on page 95, pointing out the use or abuse of them. 
They are certainly an assistance to a young workman, enabling 
him to set the proper wheels for the job in hand, and to go 
confidently to work. But if, on trial, some error is found to 
exist, he will probably be unable to rectify it, and his work 
may prove to be spoilt, just as it was almost finished. It is 
a better plan, even where such tables are hung up in a work- 
shop for reference, to make an apprentice work the sum first 
of all, and then compare the result with the figures given — ^he 
will soon find himself independent of such aid, and will leave 
the tables for those too lazy or too indifferent to make the 
calculations for themselves. 
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TABLES OF CHANGE WHEELS. 
I. — Leading Screw having Two Threade per Inch. 



No. of 

Threads 

per in. 


Drivers. 
40 — . 


DriTen. 
— 20 


1 


50 


— . 


— 


25 




60 


— 


— 


30 




40 


^__ 


_ 


26 


u 


30 


40 '. 


15 


50 




40 




___ 


30 


11 


40 


60 .' 


20 


90 




40 


60 .. 


. k6 


60 




40 


___ 


^_ 


35 


It 


20 


40 '.* 


. 20 


35 




40 






40 


2 


60 




— 


60 


2i 


40 




___ 


46 




20 


80 . 


30 


60 




40 






60 


21 


20 


90 .. 


30 


75 




40 






55 


2i 


60 


40 . 


30 


110 




20 


___ 


__ 


30 


8 


40 




— 


60 




25 


40 '. 


. 20 


75 




50 


40 . 


. 30 


100 




20 


__^ 




35 


Si 


40 




— 


70 




20 


80 '. 


40 


70 




20 




II 


40 


4 


40 




— 


80 




20 


60 . 


30 


80 




20 


_ 




50 


5 


30 


^— 


— 


75 




40 


.— . 


— 


100 




25 


60 . 


75 


50 




20 




1^ 


60 


6 


20 


60 .. 


40 


75 




60 


40 . 


75 


80 



No. of 

Threads 

per in. 


Drivers. 
20 — .. 


DriT«n. 

— 70 


7 


30 


— 




105 




30 


40 .. 


60 


70 




20 


• ■ 


... 


80 


8 


26 


— 


— 


100 




50 


20 .. 


40 


100 




20 


• • 


_^ 


90 


9 


20 


50 .. 


75 


60 




20 


100 .. 


75 


120 




20 


• • 


___ 


100 


10 


20 


40 .. 


\ 60 


80 




30 


40 .. 


75 


80 




20 


• • 




110 


n 


20 


50 .. 


. 100 


55 




20 


40 .. 


56 


80 




20 


^^^ 


^^^ 


120 


12 


20 


25 ','. 


60 


60 




20 


50 .. 


. 100 


60 




20 


25 .. 


65 


50 


13 


20 


30 .. 


66 


60 




20 


50 .. 


65 


100 




20 


30 .. 


60 


70 


14 


20 


50 .. 


. 100 


70 




20 


60 .. 


. 120 


70 




20 


40 .. 


50 


120 


15 


20 


30 .. 


60 


90 




20 


60 .. 


90 


100 




20 
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CHAPTER X. 

U8E8 OF THE OVERHEAD. 

FBOOK on the Lathe would hardly be complete without 
an explanation of that attachment briefly called "The 
Overhead." There are many forms of this, but that 
shown on the miniature screw-cutting lathe (Fig. 13, page 89) 
is as good as any other, and is the plan most commonly 
adopted. The main object of it is to enable a turner 
to connect the movement of the fly-wheel with the slide- 
rest, or with various pieces of apparatus held therein, such 
as drills and revolving cutters. The screw of the slide-rest 
may also be itself so connected, which wiU render it self- 
acting, thus imitating, in a small way, the large screw-cutting 
lathes. For this p^^^ose the winch handle is removed, and 
replaced by a pulley of any desired size. The overhead con- 
sists of a revolving shaft, supported on a pair of light but 
firm standards, attached to the backboard of the lathe. Upon 
this shaft is a pulley like that on the mandrel, and a roller, 
or second adjustable pulley. A cord from the fly-wheel, or 
sometimes from the mandrel, passes over the first of these, 
and a second cord descends from the roller to the pulley of the 
slide-rest screw, or to that of the drill, or of any revolving 
cutter which may be in use. It will evidently be necessary 
to keep this cord tightly strained under all circumstances, 
whether the driving pidley of the apparatus be large or 
small, and whether it is advanced nearer to the work or with- 
drawn by the action of the cross slide of the rest. To attain 
this end, there is a bar just under the shaft of the overhead. 
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acting partly as a tie-bar between the standards, but, secondlj, 
as a support to a sliding block, capable of being placed at 
any part of the bar, about whicb, also, it can turn as a. 
binge. Through this block passes a round rod, of stout iron, 
which carries at one end a pair of pulleys, whose peripheries 
bear against the cord, the pressure depending upon a weight 
slung to the opposite end of the bar, as well as upon the 
leverage. For this reason, the entire affair is called the " ten- 
sion apparatus." Sometimes a spring arrangement takes the 
place of the weight; but the latter, being constant in its 
action, is decidedly preferable, and if it is suspended near the 
floor there is nothing objectionable about it. 

The principle of the overhead having been explained, it will 
be as well to enter briefly upon some of its uses, although 
we do not intend to set forth in extenso the details of orna- 
mental turning, which, indeed, require an extra volume. 

Let us suppose a drilling spindle securely held in the rest, 
having a round-ended drill in its socket, such drill pointing 
to a smooth cylinder of boxwood held between centres or 
in a chuck. Let the height of drill be level with the 
lathe centres. Now suppose the ordinary lathe cord removed, 
and that from the fly-wheel to the overhead to be arranged, 
and a second cord to lead down from the overhead to the 
driving pulley of the drill. If, by means of the cross slide, 
the drill is advanced, it will simply bore a hole through 
the cylinder. But now let us suppose that the cross slide 
advances the drill only about i^in., while the other handle 
of the rest is steadily turned, so as to carry the entire 
drilling apparatus horizontally along the work, lengthwise. 
In this case, the result will be a rounded groove, or recess, 
or flute. The mandrel, it will be observed, is not revolving 
at all, because its cord was removed. In practice it is held 
fast by an index point, resting in one of the holes of a 
division plate fixed to the face of the mandrel pulley; 
the circles of holes for this purpose are, however, very 
frequently drilled in the face of the pulley itself. By these 
means we can advance the pulley as many divisions as we 
please between each traverse of the drill, and make the flutes 
as near to each other or as far apart as we please. 
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Now let us substitute for the round-ended drill one with 
a semicircular hollow at the end, such as would be made 
with a rat-tail file. This, if gently advanced by the rest, 
while kept in rapid rotation by the overhead, will not drill 
a hole, but will form a bead. It must not, however, be 
traversed along the work, because it would not form a flute. 
But if now we use the division-plate and index as before, 
it will be easy to drill a ring of beads round the work, 
close together, or at any desired distance apart. This is the 
principle of fluting and beading work, and also of cutting 
watch and clock wheels, a revolving saw or cutter taking 
the place of the drill. If this were the sole use of the over- 
head, it is evident that it would be a very valuable adjunct 
to the lathe; but there are other uses, to which our atten- 
tion must be directed. It has been remarked that one great 
advantage of a self-acting lathe is that it enables a perfectly 
regular feed to be obtained in making a cut. The tool is 
advanced evenly and steadily, making a very beautiful finish to 
the work, if the tool cuts well, and is correctly placed. All 
that is here needed is a pulley, instead of a winch handle, 
on the feed-screw of the rest, and that this shall be driven 
at a suitable rate, by means of a cord from the overhead. 
The balance-weight of the tension apparatus must be so 
adjusted as to keep the cord tightly strained, and then there 
will be no slip, but the action will be as sure as if it was 
attained by cog wheels or gearing. Now let us go a 
step further : it was explained in the Chapter on Screw-cutting 
in the self-acting lathe, that we can obtain any desired 
pitch of screw by gearing the slide-rest with the mandrel, by 
means of cog wheels of varying sizes. We can do exactly the 
same by means of cords and pulleys of proportional size. 
If we have a pulley on the overhead of exactly the size of 
any one of those on the mandrel, and connect them by a 
cord, they will revolve at exactly the same speed; and if 
we have on the slide-rest screw a pulley equal to the roller 
in size, the mandrel, and overhead shaft, and slide-rest screw, 
wiU revolve exactly together, each turn of the mandrel giving 
one revolution to the other two, which are thus geared with 
it. Suppose the screw to have ten threads to one inch of its 
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length; then, at each turn of the mandrel (and any work 
attached to it), the tool held in the rest, and actuated by 
the screw, will advance one-tenth of an inch. If, then, a 
pointed screw-tool is in the rest, and a cylinder in the chnck, 
a screw-thread of ^ pitch will be traced upon it, ten turns 
completing one inch. This will be a screw of ten pitch. 
Double the size of pulley on the slide-rest, leaving the others 
as before, and the tool will traverse at half the speed, cutting 
a twenty-pitch screw. The practical difficulty of this arrange- 
ment arises from the nicety required to size the pulleys with 
accuracy; but it is more theoretical than practical after all, 
as a little care will overcome it. A greater difficulty arises 
from the speed with which the mandrel is driven by the 
fly-wheel. The traverse is proportionally affected, and is 
correct; but it is too quick for most purposes. The remedy 
is to have one speed-pulley of^the fly-wheel so small that 
the mandrel shall make but one turn to one of the crank 
axle, and then to have a large pulley on the overhead, to 
gear with the smallest on the mandrel. The same thing is 
done better by having a worm wheel and tangent screw 
fitted to the rest-screw or mandrel; but this will be more 
costly, and, unless for exceptional purposes, is not necessary. 

We do not, indeed, advocate this plan for screw-cutting in 
a general way, unless a second shaft can be added, to facilitate 
the variations of speed. To take down the main shaft, in 
order to affix a pulley which again needs to be tested several 
times, and then, after each trial, to replace it, entails a deal 
of awkward and unsatisfactory work. Hence, in one form 
of overhead, a short, intermediate shaft has been added, 
which can be replaced between the lathe centres, in order 
to turn its pulleys, and again placed in its bearings without 
having to remove the main shaft at all. The latter is, in 
fact, too long to be thus mounted between the centres of its 
own lathe. Sometimes a shaft is added upon two short 
standards at the back of the lathe, instead of, or in addition 
to, the high ones which carry the long shaft and its pulleys. 
In that case, the lower shaft may be quite short, to receive 
the change wheels, or sized pulleys, which take their place. 

From what was said about change wheels in the screw- 
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cutting lathe, it will be seen that a laarge varietj of threads 
can be cut with two pulleys only; and hare we can do 
without the intermediate idle wheel, as we can at once 
change the direction of traverse by merely crossing the 
driving cord. We can even reckon the sizes of pulleys by 
the same tables which give us the sizes or number of teeth 
in the wheels. A wheel of sixty teeth we may match with 
a pulley of 60in. circumference, or sixty half or quarter inches, 
and then one of twenty or ten teeth will match a pulley of 
20in. or lOin., or half or quarter inches. Thus there will 
be no guesswork, and the pulley may even be turned 
accurately to size at once, without repeated testing. 

Another use of the overhead is to drive emery wheels or 
grinders, held in a proper shank, similar to that used for 
drilling. By this a bar of iron or steel, between centres, 
can be groond to absolute truth after it has been turned, 
and even hardened. The lathe centres too, can at any time 
be ground true, and the points renewed when worn. 

From the remarks we have now made, it will be seen that an 
overhead is such a useful addition to a lathe as to be well 
worth its original cost. It can, if desired, be also easily rigged 
up by the amateur with standards of wood, and an axle made 
of gas pipe, plugged at each end, and with centres drilled 
and hardened. At the same time, a properly-fitted one, entirely 
of metal, not only looks neater, but is unquestionably better. 
The roller should preferably be made hollow, so as to lighten 
it, and the standards should be substantial enough to check 
vibration as much as possible. 

Before quitting this subject, it may be as well to point 
out that the drilling spindle, which is supplied with the 
overhead in the lathes of the Britannia Co., may be fitted 
to do eccentric work of interlacing circles, by the simple 
expedient of cranking the drills, so that they shall trace 
circles as they revolve. According to the length of the 
cranked part, so will be, of course, the size of circle, each 
requiring a different drill; but these are so easily made, 
that the defect in question is unimportant. The proper 
tool for such work is the eccentric cutter, in which the 
little tool can be placed at any distance from the centre of 
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rotation; so that it may be called a cranked drill, with 
self-contained power of adjustment. With this, or the simpler 
substitute, the index plate most, of course, be used to determine 
the distance between the several circles. Their position on 
the work is regulated by the slide-rest. 
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CHAPTER XI. 



ON CHOOSING A LATHE. 

1 1 IHE selection of a lathe is not a difficult task, if certain 
®X tilings are granted. Let the necessary outlay be of no 
importance, and let the purchaser know what he wants, 
and he may obtain his desire without much trouble. But 
these two requirements are not always, nor generally, forth- 
coming; and if the first is there, it by no means follows 
that the second is. A wealthy amateur ih&j, it is true, 
enter the shop of a first-class lathe maker, and give a 
general order for an outfit, and on the receipt of the same, 
together with a bill, in which the sum total is as likely to 
contain four figures as three, he will not know the use of 
one-half the things that meet his view. Admire them he 
certainly will, if his tastes are mechanical; but we do not 
usually buy lathes as we buy pictures — ^merely to .look at — so 
that little satisfaction is produced by the purchase. Letting 
our millionaire alone to order what he pleases, let us address 
the amateur who can only muster a few pounds, and who, 
therefore, wishes to get the best he can for his money. If 
he has never turned at all, but is really a beginner, a very 
plain and simple lathe will be all that he will need — ^no slide- 
rest and no overhead; a Sin. plain lathe, for instance, sold 
by the Britannia Go. at about £5. This is really a beautiful 
little tool, running easily, and is capable of a great deal 
of light work. Draughts, chessmen, egg-cups, ring stands, 
salt-cellars, bottle cases, boxes of various designs, needle 
and bodkin cases, tool handles, . drawer knobs, rulers — all 
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kinds of tilings np to 4in. diameter, and a foot or so in 
length, can be as well done as npon a larger lathe, costing 
a score of pounds; or if he is inclined to take np model 
engineering, he may tnm np all parts of small engines in 
this lathe, as well as any job of light work in brass, iron, 
or gonmetal. But even in this case we would recommend 
a lot of practice in turning wood with hand tools before 
embarking in metal. All metal-workers should be able, 
for instance, to make their own chucks and wooden patterns, 
and to turn the handles of their own tools. It is sometimes 
recommended to learners to buy at once a larger and more 
expensive kind of lathe, because it will always be capable 
of additions, and worthy of them. A lathe, e,g., of 5in. 
centre, with first-class mandrel, and all parts of best make 
and quality, may, by additions, be gradually converted into 
an ornamental lathe capable of first-class work in ivory 
and hard wood. The advice, good as it is under certain 
circumstances, may be modified somewhat with advantage. 
Suppose such a lathe to have been purchased at, perhaps, 
£30 or £35, it has to stand the rough treatment which almost 
of necessity a beginner will bring to bear upon it. By the 
time the learner has so far advanced as to begin to aim at 
higher class work, the bed and other parts will exhibit 
marks of injury ; or it may be — and it is a frequent contingency 
— ^the tyro becomes tired of turning, finding it less satisfactory 
or less pleasurable than he expected, and the occupation 
gives place to some other hobby. The lathe is then 
delegated to the lumber-room, or returned to the maker, 
or sold, at a ridiculous sacrifice, to some knowing pur- 
chaser. Hence, it is certainly a more sensible plan to 
begin with one of the small, cheap lathes, and eventually to 
replace it entirely by a larger and better, if the art of turning 
has been found satisfactory. The little lathe will then come 
in for grinding, sawing, or drilling, if no customer takes a 
fancy to it; but a £5 lathe is more easily resold at £3, than 
a £50 one at £30; in point of fact, it will probably not 
fetch £20. 

Let us now suppose that the art has been fairly learnt 
npon a cheap lathe, and a tolerable amount of skill gained 
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in the use of liand tools alone. It is now desired to pnrchase 
a better lathe, as a permanent macbine for the workshop. 
By this time the turner will have discovered for himself in 
what direction his tastes lie — ^whether he is inclined to stick 
to plain hand turning in wood, or to advance to eccentric and 
ornamental work in ivory; or whether, on the other hand, he 
prefers working in metal. He may, of coarse, intend to 
work at each of these as occasion offers; but one or the 
other is pretty sure to have the preference. Ornamental 
turning, especially in its higher grades, is by far the most 
costly of all. A little may be done with an inexpensive lathe 
and tools — ^but very little; and few who get thua far are 
contented to remain there, but are ambitious to rival the 
greater works of the masters in this captivating branch of 
the turner's art. The exact opposite in the matter of expense, 
is plain hand turning, by which chair and table legs, 
pillarets for various purposes, Elizabethan twisted work — et 
id genus omne — ^may be made, and indefinitely multiplied. 
For this a 5in. centre lathe is very suitable. It should have 
a bed 5ft. or 6ft. long, either of wood or metal, and should 
run very easily, and be arranged for high speeds-^'.e., the 
^y-wheel should be large, and the mandrel pulley proportionately 
email. Mandrel and collars should be of hard steel, kept 
well oiled. 

A wood-turner should be able to stand at his lathe many 
successive hours without undue fatigue, and he cannot possibly 
do this if his lathe runs sluggishly. In that case, a few 
hours at the treadmill would be preferable. Now, this 
kind of lathe may be purchased complete, and ready for 
immediate use, and, if properly constructed, will wear for 
years without deterioration. No slide-rest is necessary, the 
chucks will be few andt inexpensive, and mostly of wood» 
to be made by the workman himself. Suppose, however, 
that our friend prefers to take up metal turning, and to 
make, for sale or for his own amusement, models of engines 
and machinery which will involve drilling, boring, and occa- 
sional screw-cutting. With a plain lathe, without back gear, 
he can do all this; but he should add a slide-rest. Accurate 
boring of an engine cylinder can hardly be accomplished 
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by a hand tool, and, where metal-work is to be freely practised, 
a slide-rest must be considered indispensable. If nothing 
else but such small model making is to be done, or the 
making of scientific instruments, no lathe will beat the little 
Miniature Screw-cutter, a 3in. centre lathe, fitted complete 
with self-acting slide-rest and twenty-two change wheels — the 
cheapest and best lathe ever made of its kind. The price 
asked (£15 15b.) can hardly pay the makers a fair profit. 

If work of a somewhat heavier class is to be attempted, 
such as a small 1 horse power engine for real use, it will 
be better to get the next size, viz., a 4in. or 5in. screw-cutting 
lathe, costing £20 to £25. This is no mere amateur's lathe, 
but a strong and serviceable workshop tool. The Britannia Co., 
of Colchester, may be fairly said to have popularised the 
screw-cutting lathe. Only a few years ago, £50 to £80 was 
about the lowest price at which it could be obtained; whereas 
now, the treble-geared lathe, which has been described 
and illustrated on a previous page, can be purchased (bt that 
price, inclusive of various chucks and fittings not hitherto 
included in the estimate. These are, moreover, not shoddy, 
but sound, substantial tools, which stand the severe tests 
required by the British Government, for whom they were 
originally designed. 

For short screws, and for all kinds of work in hard wood 
and ivory, no lathe can equal that with a traversing man- 
drel and screw guides — generally six in number. Such lathes . 
are not intended for careless use, nor are they fit for 
metal work of any size, although any light work may be 
done on them. They are chiefly intended for high-class 
ornamental work, and have hitherto been sold at prohibitive 
prices. A newly-designed lathe has now been introduced, 
which is strong, durable, and cheap, gnd as a lathe for general 
amateur work it is exactly what was needed. Fitted with 
an overhead and a drilling spindle, and eccentric cutter, it 
will enable a turner to do a great deal of reaUy handsome 
work; and if an eccentric chuck is added, the outfit will be 
complete for anyone who cannot afEord to give fabulous 
prices for complicated apparatus. 



CHAPTER XII. 

GRINDING AND SETTING TOOLS. 

IN no meclianical trade can good work be done by badly 
sharpened tools. Keenness of edge is necessary, and also 
something more, namely, a correct form of edge. To the 
tnmer this is essential; yet it is the very detail of practical 
work which an amateur often neglects. Tool-grinding, being 
anything but a pleasant job, is put off as long as possible, and 
then it is done hurriedly and inefficiently. A grindstone 
worked by a treadle should find a place in every workshop. 
Such a machine is now readily obtainable, with an iron water- 
trough below, hinged so that it can be lowered when done 
with, thus preventing the stone from resting in the water, and 
becoming soft in one place — a defect that will rapidly throw 
it out of truth. Even when grinding, the water need not 
flood the stone. Let it be wet enough to prevent particles of 
steel from becoming bedded in it, as well as to prevent heating 
in the tool; but a stone running over with water is a nuisance, 
and makes such a mess as ought not to be tolerated, even if 
the water does not run down the arm, and sodden the shirt 
sleeves, which is a very good lesson of " How not to do it." 

The faces applied to the stone in the case of a turner's 
chisel, which is ground on both sides to equal bevels, are to 
be made as flat as it is possible to make them ; and the bevels 
must be also long, so as to produce a very small angle at the 
cutting edge. A short bevel is of no use for soft-wood 
turning. The general fault is a rounded or convex face, 
made still more so by the final touches on the oilstone, by 
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wbicli a finish is given. If the bevel is not flat or slightly 
hollow, no satisfactory work can be done. A tamer's chisel 
is not ground off square to its length, but slanting, so as to 
form one obtuse and one acute point; therefore, during the 
process of grinding, the tool must not lie quite in the run of 
the stone, but a little on one side, causing the blade to lie 
at a small angle across it. In grinding and setting a plane 
iron, the face is ground to an acute angle, and then this angle 
is reduced some two or three degrees by the oilstone, which 
makes a second narrow facet. But with a turning chisel, the 
oilstone should merely remove the slight burr or wire edge 
caused by the stone, without reducing the angle perceptibly. 
This will give the utmost possible keenness to the tool. There 
are one or two appliances for assisting an amateur in this 
operation, by supplying a guide to insure the flatness of face ; 
but it is better to do it by hand alone, and not to become 
dependent on artificial aids. 

The gouge requires similar treatment to a chisel, but is 
more diflicult to sharpen . nicely. Of course, the part to be 
ground is semi-cylindrical, and, to prevent cutting a groove 
in the stone, the tool should lie across it, and be rolled to 
and fro upon it; but in the other direction there must be 
no rounding. The bevel, as such, must be flat, so that a 
straight-edge, applied to it lengthwise, wiU touch it equally 
from the end to the point. In this case the inside, or hollow 
part, is not bevelled, but is kept quite flat, and, to take off 
any wire edge, an oUstone slip is used, called a gouge slip. 
It is wedge-shaped, with one thick and one thin edge, and 
both are rounded, so as to be suited to gouges of different 
sizes. Two such slips will suffice. We may sum up the 
previous remarks by saying that the rule for grinding chisels 
and gouges for soft-wood turning is to form flat, long bevels, 
merely using the oilstone to remove wire edge, and bring the 
process to a perfect finish, without reducing the angle to 
which the tpol has been ground to any perceptible degree. 
This, like other mechanical operations, always presents a 
certain amount of difficulty, which practice will overcome. 
The secret of success is patience; to hurry the job is to 
spoil it. 
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This perfect flatness of the face of a tool holds good on 
such as are to be used upon hard wood and metal; but in 
these the actual edge is not so keen, but contains a larger 
angle. Most of these tools are ground on one side only, 
those which are hollow, like beading tools, being laid quite 
flat on the stone, and the hollow part only receiving a rub 
from a gouge slip. When they absolutely require grinding, 
owing to breakage, they are ground upon cones of brass fed 
with emery. This, however, is only likely to be required in 
the Case of tools for ornamental turning. Hand beading 
tools are merely rubbed qtdte flat upon the oilstone. It will 
be almost self-evident that accurate grinding needs an accu- 
rately level stone, the face of which must be neither hollow, 
nor rounding, nor convex. A convex face will, of course, pro* 
duce a concave edge, and vice versa. Hence, a careful workman 
takes as much care of his grindstone as of any other tool, 
and, as soon as ever he finds it the least out of truth, Jbe sets 
to work to true it up again. This is best done by turning 
its face with a tool formed of a bit of nail rod, which is rolled 
over as one part gets blunt. It is rested on the frame, or on 
a block of wood laid across the bearers. The stone is kept 
damp, and the turning continued, until a perfectly true face is 
obtained. It is then finished with a bit of hoop iron. The 
job is a tiresome one, and dirty, but more so the longer it is 
delayed. 

Among other tools which will need occasional grinding are 
screw or chasing tools. Now these are formed upon hobs, or 
revolving screw-taps, which cut the teeth. They are, conse- 
quently, never ground except upon the upper side, or flat face, 
which will perfectly renew their cutting edges. Sometimes 
ihiB face is slightly bevelled off at the end where the teeth are; 
but this is a lazy plan, not to be recommended. They seldom 
need either grindstone or oilstone, but when necessary let the 
upper face be kept quite flat. The tools will, of course, get 
thinner, but are equally serviceable; and if they become too 
weak for metal, they will do perfectly well for hard wood, and 
even better for bone and ivory. 

The graver, the tool par excellence for iron and steal, is a 
square bar of steel ground off at an angle of 45^ from 
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comer to comer. In this case, again, a perfectly flat face is 
alone capable of producing accurate cutting edges of 60^. 
If the face is rounded, all is uncertainty, for the cutting edges 
are then of no determinate angle, nor are they capable of being 
placed accurately in the best x>osition for cutting. There are 
small grindstones and emery wheels, fitting on a spindle, to run 
between the lathe centres.- These are of necessarily small 
diameter, so that, if a tool is held still as they revolve, a flat 
cannot be ground, but a concave surface. Now, of the two evils 
—a rounded or a hollowed face— the latter is unquestionably 
the least, as it does not prohibit the production of a sharp 
edge. But it is an evil nevertheless. By drawing the tool 
to and fro lengthwise upon the stone, the error may be partially 
a^i^ulled ; but, on the whole, these small grinders are more suited 
for drills and punches, and small tools, than for chisels and 
such like. Moreover, no one who values a good lathe will 
use such apparatus, especially emery wheels. The grit gets 
into the collar, and grinds the bearings, especially if the collars, 
or bushes, are of brass or gunmetal. The particles become 
embedded in the softer metal, and will cut a nick in the 
mandrel in a very short time. It is far better, and but little 
more expensive, to have all grinding apparatus on a separate 
stand. Of oilstones there are several kinds. The Arkansas 
is good, and for rough work, the Tam o'Shanter. But a real 
good Turkey beats all the rest. A bit of even grit, without 
hard spots, is a treasure worthy of all care. Perhaps, next to 
this, carpenters appreciate a "Charley Torrester," the real 
name being, not Charley, but Ohorley, in Cheshire, whence the 
supply is obtained. This stone will produce a very fine edge. 
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CHAPTER XIII. 



on METAL-SPINNING. 



rT7HE art of metal-spinning is the most interesting sub- 
®Jl ject that an amateur or novice can practise, and on 
which very little has, up to the present, been written 
to guide, or, at least, to be of any practical value; there- 
fore I will describe the process, &c., in as few words as 
possible, and without going into technical details. 

Assuming that the amateur possesses a lathe on which a 
high speed can be obtained (as the success of the operation 
depends a great deal upon this); also taking it for granted 
that he imderstands the working of his lathe, and is able 
to use his tools, at least for wood turning — all the addition 
he will require is a tool-rest with at least six Jin. round 
holes drilled in about fin. apart, in which small iron or 
steel pegs are placed to serve as a side rest for obtaining 
a powerful side leverage to his tool (see Figs. 2 and 3, Plate XY.). 
These have to be shifted as the work advances or is spun over 
the wooden pattern. 

The tools required are a roughening and a finishing tool, 
sometimes called burnishers; also a beading tool (see aa, hb, 
and c, Plate XIY.). Having all these, I will now proceed to 
describe the process : 

After having chucked, or screwed a piece of hard wood 
on your lathe mandrel, turn it to the shape or pattern 
desired, care being taken at first not to attempt an elabo- 
rate pattern, but a plain one, that is not too deep; after 
this, cut out a circular disc of sheet copper, or brass, which, 

p 
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of course, requires to be previously well annealed by placing 
it into a bright fire, and making it just red, and then cool- 
ing — ^which latter is best done by plunging it into cold 
water, and wiping dry with a bit of waste, which gets rid 
of a large portion of the oxide — and it is ready for use. 
Place this next your pattern, backed by a piece of turned 
wood to keep the metal in place and from shifting ; then bring 
up your tail-stock (see Figs. 2 and 3, Plate XV.: B, turned 
wooden pattern ; 0, circular metal disc ; D, piece of turned 
wood or backing ; and E, tail- stock). Next lubricate the front 
face of the metal disc on which you are going to operate 
with a little machine oil, applied with a brush or piece of 
oily waste, to prevent the tool scratching, and save unneces- 
sary friction, adjust your rest (A, Figs. 2 and 3, Plate XV.) at a 
suitable distance, place in your pins or pegs, and you are 
now ready to commence operations. 

Place your tool (aa, Plate XIV.) in the position as 
shown in Fig. 3, Plate XV., and bring a side pressure to bear 
on your metal disc, and, with a sweeping motion from the 
centre to the outer edge of disc, try to force the metal over 
your pattern, taking care that the outer edge and sides of 
disc always run perfectly true, as the success of forcing the 
metal over greatly depends on this. Should you by accident 
slip over the outer edge with your tool, which would cause 
your metal to buckle, remove it, and straighten; and do not 
have your disc larger than is actually required — ^if too large, 
turn down with a graver. Having got the metal satisfactorily 
forced or spun over the wooden pattern, finish with tool 
hhf Plate XIV., by using the flat edge against your metal, 
which, if properly done, ought to give it the appearance 
of a highly burnished surface, without showing any of the 
ridges previously made by tool aa (Plate XIV.). 

Figs. 5 and 6 (Plate XVI.) are examples of two different pat- 
terns which will best show the gradual shapes the metal ought 
to assume, commencing at 1, and finishing at 5. The novice, 
in his first attempts, will have to give the metal as it pro- 
gresses several annealings before he will get it spun over, 
but after practice will do so without any difficulty. 

The gauge or thickness of metal to be used at first should 
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be 26 B.W.G. ; but after the novice has become proficient, 
thicker metal may be nsed, and other metals may be sub- 
stituted, such as zinc, tinplate, nickel silver, &c. 

The variety of work that may be done is very great; 
elaborate patterns may be spun and joined together by 
beading or soldering, &c., to suit the taste and requirements 
of the amateur. The examples given here are only to illus- 
trate the process. 

After practice, the worker will see numerous objects which 
he can spin; and as he can make his own patterns, the cost 
of experiments are trifling — ^the metals being thiu, cost but 
little, and if spoiled can be sold for old metal. 
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OHAPTBE XIV. 
THE ORNAMENTAL DRILL AND ECCENTRIC CUTTER. 

flLTHO^GH we have already disclaimed all iDtention of 
treating fully on ornamental turning, which would 
need many costly illustrations, and a vast extension of 
the size of this book, the two instruments heading the present 
chapter seem to call for attention. The first is, indeed, sup- 
plied very frequently with the overhead, and the latter 
eaables certain work to be done which is not strictly of the 
ornamental class. 

The Dbilling Instbitmekt, 

Of which an illustration is appended (Fig. 25), consists of a 
square stem of steel, usually finished to the size of i^in., which 
enables it to enter and fit accurately the receptacle of an 
ornamental turning slide-rest. It lies in the channel of this 




Fig. 25.— The Drillino Iicstrumbiit. 



receptacle, and can be faced about in either direction, so as 
to stand parallel with the mandrel, at right angles to it, or 
at any other intermediate angle. The top or side of a box, 
or other article, may therefore be operated on with equal 
facility. At each end of the square bar or stem a steel collar 
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18 inserted, whicli is Iiardened to rednce friction and prevent 
wear. The front collar, next the drill, is coned out accurately. 
The spindle, with a socket at one end for the drills, and a 
steel pnlley at the other, is also of steel, and is hardened 
where it passes through the coUai'S. The utmost care is 
needed in fitting it; and when it begins to run loose, it is 
tightened in its bearings by giving a turn to the nut behind 
the pulley. 

So great is the accuracy required in this instrument, that 
the drills have to be turned in the spindle itself after fitting 
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Fig. 261.— Ornamental Drills. 



their shanks into it. In no other way can the cutting ends 
of the drills be made sufficiently true. Take, for instance, the 
drill used for beading, on which a few words have been 
widtten in a previous chapter. It is seen, by the annexed 
drawing (No. 1, Pig. 26), to consist of two cutting points, 
united by a semicircular hollow. If it runs accurately 
true, the result will be a hemispherical knob, or bead, perfect 
in form, and free from any fash or roughness on either 
side at its base. If, however, the points are not equally 
distant from the axial line, one will cut into the work 
of the other; and if the curved part, which is also keenly 
sharpened, is irregular in shape, the same result will occur, 
and no good work can be done. Or if, again, a pointed 
drill is used, and the point is a hair's breadth out of centre, 
it will describe a minute circle, and mar the work. Hence, 
also, the curved edges of these little tools cannot be 
finished with a file alone, but are ground upon little conical 
grinders of brass, fed with fine emery, which gives them 
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the necessary accuracy, as well as a keen and polished edge. 
The drills with flat or stepped edges are finished with little 
square slips of oilstone. 

Evidently, tools needing all this Care in construction cannot 
be very, cheaply made, and, being costly, many amateurs 
learn to make their own. It is not a very difficult task, but 
it is decidedly a tedious one, and the better way is to be 
contented with a small set, and to take care of them. A 
good deal of very pretty work may be done with a dozen, 
carefully selected, and kept in good working order. 

The way to make them is to take a small bar of steel, as 
near the size of the socket as possible, and to fit it very carefully 
with a file, so that it shall enter truly, and fit without shake. 
Even this requires care, and turning is better than filing; 
but, at any rate, the bar should be centred in the lathe, and 
filed while in rotation. The socket is usually made with a 
taper hole, or with a cylindrical one having a cross-mortice, 
in which case the drill shank has a flat on one side. This 
secures its position, and affords a ready means of pushing it 
out by the insertion of a small lever. That illustrated (Fig. 25) 
has a side screw, to secure the drills, and the screw will mark the 
tool, so that it can always be put into its socket in the same 
position. In fitting such a socket, the bit of steel must be 
secured by the screw before turning it of the required form, 
otherwise, the next time it is inserted the screw will force it 
out of truth. Supposing the bit of steel fitted and cut off, 
so as to stand out about half an inch, the shank is secured 
in the slide-rest, and a cord arranged to drive it from the 
overhead. A hand-rest is now brought up, and the drill is 
turned up by means of a graver and small files. If it is for 
beading, the end is turned cylindrical for a distance of about 
iin., or rather less, which, when the sides are subsequently 
flattened, and the end forked by a rat-tail file, will insure 
the points being equidistant from the axial line of the spindle. 
The curve filed out, will, as stated, have to be finished to 
accuracy on a conical grinder. If, instead of a beading, a 
fluting drill is needed, the end will be turned to a hemi- 
spherical form, and the sides wiU be afterwards filed flat. 
There is an apparatus often sold to assist in grinding the 
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curve of a flating drill; but it is sometimes done by the 
eye. It will, nevertheless, make a great difference in the 
appearance of the work to have a perfectly-formed curve at 
the cutting end of the drill. 

These precautions may be considered, by some of our 
readers, unnecessary; but if they could compare good orna- 
mental work with that which is, at least, of indifferent quality, 
they would at once recognise the great difference between the 
two. In the one, the tool leaves not only a clean, decided 
,cut, of well-defined outline, but a polished surface, which is 
due to the sharp, accurate, and burnished edge of the tool; 
in the other will be irregularity and indecision of outline, 
and a rough surface, which cannot afterwards be smoothed 
and polished. This polish produced by the tool is an essen- 
tial of ornamental turning. No sand-papering or varnishing 
is permissible, as it rounds off edges, and gives a poor look 
to the work; all that is ever done is to give a rub with a 
hard, dry brush ; and even this is often impossible with 
delicate tracery, for drilling can be so finely executed as to 
produce something comparable to lacework. 

The actual work of drilling is carried out as follows: We 
will suppose it desired to arrange a row of beads round a box 
cover, and on the face of the same: the manipulation will, 
however, be the same if the beads are to be on its convex 
surface. Having selected a drill of suitable diameter, and 
inserted it firmly in the socket of the drilling spindle, the 
rest is turned, so as to place the instrument parallel with 
the lathe bed, and with the centre line of the drill spindle 
exactly true with the lathe centres. This position is essential. 
We will suppose that the division-plate has 180 holes, and 
that the index point is in Zero. As the work is, presumably, 
smaller considerably than the face of the mandrel pulley, 
there will not be room for 180 beads, but the index will have 
to be shifted a certain number of holes after each advance 
of the drill. A large pulley has 360 holes in the outer 
circle ; but, very possibly, there may only be 180 for the 
outside circle, with, perhaps, other smaller circles of 100, 112, 
d6, or other generally useful numbers, those divisible into 
as many equal parts as possible being selected. Now, 180 
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will divide by 2, 3, 4, 5, 6, and is a very good number to have 
on the pulley ; we can therefore drill 90, 60, 46, 36, or 30 
beads, and have only to decide whether they shall touch each 
other, or nearly so, or whether there shall remain a decided 
space between. Suppose we start on a trial of 60 : there 
will be three holes to move the index each time. Bringing- 
up the drill very gently, a slight circle is traced — ^just barely 
visible. The index is then shifted three divisions, after 
withdrawing the tool, and a second very light cut is made. 
If these actually touch, they are too close for a beading- 
drill of that size ; but a smaller one can be used, or the 
index must be shifted one hole — i.e., there will now be four 
holes to move it each time, and instead of 60 beads we shall 
get but 45. These trials must always be made with care^ 
or, when the cut is deepened, one bead will be found to be 
cut into and spoilt in cutting the adjacent one. If it is found 
correct, all that remains is to advance the tool each time to 
precisely the same distance, and to shift the index correctly 
after each cut. This entails careful counting, and, in practice^ 
becomes very tedious ; but there is no help for it, except by means 
of a very expensive automatic counter. We may now suppose 
the circle of beads correctly drilled, and that, as an additional 
ornamentation, radial flutes are required. Fluting the outside of 
a cylinder has already been described, and, of course, for the 
present operation on the face of the work, similar round-ended 
drills are needed, which must, therefore, be substituted for the 
beading drill. In all work intended for face ornamentation, a* 
minute centre point should be left when it is turned, to fonzk 
a guide for exact centrality of the drill, or for the tools used 
in the eccentric cutter. If such is not the case, let the index 
be removed, so as to free the pulley, and let such a mark be 
now made. Then bring up the fluting drill, and set it spin- 
ning, and note if it is exact to height of centre; if not, let 
it be accurately adjusted. It is assumed that, for such work 
as this, an ornamental slide-rest is at hand; but it is a 
costly afPair, and it is just possible to use that intended for 
metal, only the screws are less accurate, and there are no 
adjusting stops to check the advance of the tool, so as to 
insure all cuts being of equal depth, and all flutes of equal 
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length. Some mark must therefore be made, or some stop 
apparatus contrived instead. In any case, such work can only 
be done tolerahly with a rest of this kind ; but care and patience 
will accomplish wonders, and, with even worse appliances, mar- 
Tellously good results have been attained. 

But to resume. The drill being carefully set to height of 
centres, and its pulley, of course, banded to the overhead, the 
tool is traversed bodily by the slide-rest to form the flutes, 
while the index point determines, as before, the distances 
between them. Trial is also made of such distances — as was 
done in the case of the beads — so as to determine how close 
together they shall be, and whether or not each shall touch 
its neighbour. The length of each must be determined; and, 
nnless a proper rest is used, which has divisions marked, and 
also a pair of proper fluting stops, a little mark is to be made, 
with a fine centre punch, at which, at each traverse, the slide 
of the rest is to stop. ]N'ow, with radial flutes on a flat 
fiurface, such as the top of a box-cover, it will not look well 
to have them equally broad and deep at both ends; yet the 
«ame driU must cut them. How is it to be managed ? Simply 
by placing the rest at a slight angle, by means of the quadrant- 
plate, instead of having it truly parallel to the face of the 
work. Thus, the drill must be quite out of cut when it 
arrives at the centre, and at its fullest depth at the other 
end of its course. There is an advantage, moreover, in this 
plan, because it is not necessary to have any mark or stop 
at the shallow end of the flute. The tool will cut itself clear 
with accuracy, each time, just before it reaches the centre, 
or, if preferred, at a point more or less distant from the centre, 
according to the setting of the rest. Radial fluting always 
has a nice effect, and is a simple and 'easy process. A very 
effective kind of fluting is the stepped fluting, cut with 
different-sized drills. A broad flute is first cut, as already 
described, of equal" depth from end to end. A narrower drill 
is then substituted, and carried along so as to cut away the 
bottom of that first made, and this is carried to a given depth. 
"With a still smaller drill, the second flute has its centre cut 
away and deepened. Beads of this kind are also done at one 
cut by a stepped drill, which leaves its counterpart upon the 
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work. It is also cut with drills having a square end, like a 
chisel, which gives a different effect to that produced by a 
round-end tool; but the mode of work is the same in all 
cases. 

The Eccentric Outteb. 

This instrument— of which an illustration is annexed (Fig. 27) 
— enables a turner to do much of the preceding work ; but, in 
addition, he has the means of carving out many forms otherwise 
incapable of being made in the lathe— such, for instance, as 
cubes and polygons. The eccentric cutter will also produce 
most beautiful and intricate patterns on face work, when such 




Fig. 27.— The Eccextric Cutter. 

can be composed of interlacing circles, as is the case with 
the majority of such patterns. For stepped fluting it is 
also a superior instrument to the drilling spindle, because 
its range is greater. JBj its means, broad recesses can be cut 
out ; and, the more it is used, the more will its many uses be 
discovered. The simpler operations carried out by its aid 
we shall proceed to describe ; the rest will soon be discovered 
by the turner. 

The eccentric cutter is made, up to a certain point, exactly 
like a drilling instrument, but, instead of a socket, a small 
steel frame is attached, of which, when the apparatus is lying 
in the tool receptacle of the rest, the upper face is exactly 
level with the lathe centres. It will be seen by the drawing 
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that it is filed down for that purpose. The frame constitutes 
a little slide-rest, to hold the small cutters, which are carried 
along by a leading screw of ten threads to the inch, and are 
secured, by a screw clamp, at any distance from the centre. 
The screw head is graduated to ten divisions, so that each 
shall represent upon the slide t^o^^* Generally there are also 
engraved half-divisions. To set the instrument for face 
work, a point tool is inserted, and made to tally with the 
minute mark left in the centre of the work, as described in 
reference to the drill. If all is "at centre," and the instru- 
ment made properly, the tool will drill a hole, and not cut a 
circle. Unless it will do this, it will be useless for ornamental 
turning; and when the tool is thus set, the index at the 
milled head of the slide ought to read Zero. If it does not, 
however, it is not fatal to the tool, but is inconvenient, 
especially in copying any published patterns. It must be 
always remembered that, as the face of the slide is diametrical, 
the face of the tool, and not the bevelled side, must lie upon 
it; and in testing it, that side must be really dead flat, and 
not in the least bevelled off at the point, otherwise the instru- 
ment may be condemned unjustly. Evidently, to a certain 
extent — i.e., if the frame is not in the way — the eccentric 
cutter can be used, with suitable tools, for the work more 
generally effected by the drilling instrument, only the 
shanks of the tools must be flat. 

But the range of work that this instrument is capable of 
is far wider than that of the drill. With a quarter-hollow 
flat tool, very large beads can be cut, and with a pointed tool 
an immense variety of patterns can be traced and deeply cut. 
All such patterns are produced by interlacing circles of 
various sizes. These can be placed diametrically, like A, 
Fig. 28, or carried round the circle like B. In the former 
case, the work would be held still by the index peg ; in 
the latter, the mandrel would be moved round so many 
divisions after each cut. With a metal turning rest it 
would be very difficult to space the radial circles, especially 
if they are to be cut at very small distances apart. The 
spacing must necessarily be done by the cross slide, moved a 
certain distance after each cut by the screw; and unless it is 
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an unusually accurate one, and its head divided, the result 
would show great unevenness and inequality. Here, again, as 
in all such work, the very slightest irregularity in a pat- 
tern is fatal. Hence, with such a rest, it will be easier to 
make circular work, because the circles will be spaced by the 
division plate and index. Even then, however, each advance 
of the tool must be to an equal degree, or some circles will 
be cut more deeply than others, which will in effect alter the 
distances between them. Fig. 23, of course, merely shows 
the nature of this work. In practice, there would be five 




Fig. 28.— Inteblacino Circles. 

or six circles where one is drawn here. Coarse work, how- 
ever, deeply cut^ looks well in ivory. 

Passing from traced, or mechanically engraved patterns — a 
variety of which will suggest themselves in practice — we must 
go on to show how this instrument is used as a carving 
tool, and especially to cut out rectangular work. Figure 29 
represents a cylinder which has been turned, and is held 
in the chuck (A), and by the back centre, if necessary. 
The part B is flat, and to cut it so the eccentric cutter is 
used, with a small, flat, or round-ended cutter in it. The 
slide-rest is adjusted so as to place the stem of the instru- 
ment exactly at right angles to the lathe bed and mandrel. 
The ornamental rest has a cradle, to ensure this position, but 
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it IB quite poBsible to do wittout it. If the cylinder ia itflelf 
true, it can be secured, as uenal, by the indei peg, and then, 
when the reet ia set true — aa nearly b.b can be done by hand — 
the tool may be set juat to touch one end, and can be carried 
along the work horizontally, at height of centrea. If it jnat 
touchea thronghont its traverse, the setting is true; if not, 
the rest must be re-adjueted. If now the tool is act jnat 
t« cut the cylinder, and rapidly rotated by the overhead 
while carried along by the slide-rest, a series of circular cuts 



FIG. 2e.— S^UtElliC 

(o, 6, c, d) will result, running into eacB. other, and a 
flat will be produced upon the cylinder. It is represented 
as bounded at E F by atraight lines; but these will, in reality, 
be curved it the flat is not cut clean out at each end of 
the cylinder. If it is ao out, the curve will be obliterated. 
If the index peg is, to begin with, in hole 180, it is plain 
that, by moving it to hole 45 ('-i" = 45), we shall turn the 
cylinder exactly one quarter round. If, therefore, we ent one 
face by gueas, until nearly the right size, and then, shifting; 
to 45, we do the same, the cuta will at last meet, and produce an 
angle of 90", or a square. It will be exactly right if the tool at 
45 A has been advanced exactly aa far aa it was at 180. When 
the two cute thus meet, therefore, the diatance the tool has 
advanced is noted, and marked upon the rest-alide. In cnt- 
ting the other two flats, it will only be necessary to work 
exactly to the mark thus made. Here, again, an ornamental 
rest has a stop-acrew, as well as marked divisions. At present. 
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an ornamental rest cannot b« got under £10, &nd maj reach £75 
with, all recent additions. But the Britannia Company, Colches- 
ter, are ecarcety likely to allow this state of things to continue. 
Undoubtedly, a very useful rest may be produced for less 
money, although the finish may not equal that of the 



Fig. 30.— SnjiPiNa Work with EccsmBic Cotteb. 

more costly article. Ornamental turning would, probably, 
in that case be more extensively practised; and it has a 
fascination which few can resist who have once given it a 
trial, or seen it done by a skilled hand. From the very 
slight sketch given here, it will be readily conjectured that 
the eccentric cutter is of very extensive service as a carv- 
ing, Reading, fluting, and engraving tool. It can be used to 
cut out rings and washers from flat pieces of ivory, and 
small or large discs, such as are used for counters. Such 
& plate as represented in Fig. 30, which might be the base 
«f a vase, or anything or nothing, can be cut out by this in- 
atrument with great facility, even if iin. thick. The tool has to 
be set in very rapid revolution, and advanced very gently; 
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but the work proceeds with fair celerity, and the cut is dean, 
without leaving tool marks, if the cutter is itself well made 
and strong, and its spindle works, without the slightest shake, 
in its bearings. With proper adjustments, cubes, and geometri- 
cal solids of various kinds can be accurately carved, and the 
several surfaces left from the tool highly finished, and even 
polished. 
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CHAPTER XV. 



THE GREATOREX PATENT MILLING MACHINE. 

FIX the apparatus on the lathe bed at a convenient distance 
from the headstock of the lathe, the cutter being already 
in its place; there must, of course, be a suitable chuck 
to hold the work. It is convenient to screw out the reducing" 
socket the same size as the bore chuck of the lathe, and so 
utilise the lathe chucks when desirable. For larger work, it is 
best to make the chuck to fit the revolving socket (A, Plate 
XYIII.). Now for simplicity we will suppose we have a hexagon 
nut to shape up : A tool (Fig. 1, Plate XYII.) is fixed in the drill 
chuck of the lathe, and the object to be milled screwed to a peg 
chuck fitting the reducing socket, or the revolving socket (A, 
Plate XYIII.), as the case may be, the reducing socket or chuck 
being fastened by the screw-bolt (B) ; it is then adjusted, by the 
wheel (0) of the vertical slide, to its requisite height ; i.e., the 
centre of the thickness of the object to be milled should be about 
the height of the centre of the tool. Bring up the running 
nut (D) to support the table (E), and fasten the set-screw (F). 
Next see that the spindle of the spring catch (G) engages 
with the requisite series of division holes. In this case it 
will be the series of twenty-four holes, and taking every fourth 
hole gives the six sides required. The cut should be now 
set by the wheel (H) of the horizontal slide, and the socket (A) 
secured by the set-screw (I). Now traverse the work by the 
handle (K), but be sure not to let the work come on to the 
cutter until the lathe is working at a fair rate. Set the 
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cut to the gauge by taking equal quantities off two opposite 
sides of the object to be shaped, and the cut thus set com- 
pletes the hexagon. 

It will be seen at a glance that drilling is performed bj 
merely substituting a drill for the cutter, and the adjust- 
ment obtained by the vertical wheel (0) and the handle (K), 
the feed being given by the horizontal wheel (H.) 

These two processes represent the principle upon which 
an endless variety of ornamental work in hard wood or 
metal can be executed, the cutting edge of the tool being 
turned to the required pattern; always remembering, if the 
work is concave, to turn the tool convex; and so on, with 
reference to mouldings and raised or sunk forms, and with 
perforations for drilled designs and coronas for lids, and the 
many methods of ornamenting turned work, bounded only 
by the taste of the operator. 

Before fixing the combination chuck in the socket (A) of the 
apparatus (Plate XIX.), see that the set-bolt (B) faces the head- 
stock of the lathe, also that the spring catch is in one of 
the division holes, and the set-bolt (I) securely tightened; 
the chuck can now be secured to the socket (A, Plate XVIII.) by 
the set-bolt (B). 

We will now suppose a tap is to be fluted. Place the 
tap between the centres (0), securing it by the clamps (B), 
tightening up by the screw (D). A round-nose tool (Fig. 4, 
Plate XVII.) is used, and the centre line of the tap adjusted 
to the centre of the tool; or if the tap is a little below the 
centre of the tool, it gives a more decided cutting edge, 
thus, J (one size tool will do several sizes of taps). Engage 
the spring catch (E) with the requisite series of division holes 
in disc (K), and traverse the tap to the tool by the handle (K, 
Plate XVIIT.) until the flute is the required depth, then set it 
by the division holes for the next groove, and so on, until 
the job is completed. 

We will now suppose a slot is to be cut in a rod. Place 
the rod in the V gap, fasten down by the screws G. H; 
use a tool (Fig. 2, Plate XVII.). It is best to drill a hole at 
the two extremes of the length of the slot required. Let 
the centre line of the rod be exactly opposite the centre of 
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the tool; then traverse as in fluting. For key- way catting, 
see that the tool is shaped like Fig. 3 (Plate XVII.). 

To use the chuck as a vice, remove the clamps (B) by with- 
drawing the screws, and then objects can be gripped for 
shaping, drilling, boring, or any other operation within the 
range of the apparatus. 

Fig. 5, Plate XYII., is a convenient tool for boring ; a small 
cylinder can be gripped in the vice and bored with accuracy 
by following the lines already given, but it is not well to 
stop mitil the cut is through. 

The remarks already offered concerning Ornamental Work 
apply even more forcibly to the use of the combination chuck. 
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Hajdon bar, 72 
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Lathe, description of the, 1 
Loose cntters, principle of, 72 
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slide-rest work in, 63 
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tools for, 129 
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with hand tools, 53 
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Milling machine, Greatorex, 150 
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Ornamental work, 138 
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138 

work, drills for, 139 

work, eccentric cutter for, 144 
Overhead lathe, 89 

lathe, uses of the, 115 
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Plankway of the grain, tum'ng, 39 
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Self- centreing scroll chuck, ama- 
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Setting tools, 124 
Shaping work with eccentric cut- 
ter, 148 
^lide-rest, small, 65 

strong compound, 65 
work, how to use tools for, 67 
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W. S. Brown's, 63 
Solid forged tools for slide-reat 

work in metal, 67 
Square section, turning articles of, 

101 
Squaring cylinder by eccentric 

cutter, 147 
Stand for tools, 71 

T. 

Tool-handles, turning, 14 
Tools for metal-spinning, 129 

for metal-turning, 54 

for slide-rest, set of, 70 

for slide-rest work in metal, 66 

for turning hard-wood, 34 

for turning ivory, 34 

grinding, 124 

how to use, 14 < 

setting, 124 

solid forged, 66 

stand for, 71 

turning, 14 
Traversing mandrel, use of, 49 
Treble-geared lathe, 87 
Triangular section, turning arfcioles 
of, 103 

W. 

Wood, chuck-making in, 96 
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ADTEBTISBIISNTS. 



No. 2 AND 3 LATHES. 

Suitable (or Amateurs, Jewellers, DeBtists, or any li^t Bse. 



No. 2. £ ». d. 

liin. bed, fjin. ttnim, turning liin. long by Sin, indiamettr. 

Price withont Stand, bb Beaeh Lathe only 1 15 

Or Kith Stand, Fly-wheel, and Treadle oomplete 3,10 



No. 3. 

SOin. btd. Sin, Mnfrw, turning ISin. leng hy Sin. in diameltr. 

Price withont Stand, aa Bench I^the only 2 5 

Or with Stand, Fly-wheel, and Treadle complete ... ... 4 5 

If with Gap Bed, extra 10 

Foot-power Motion, with 20in. Fly-wheel, Treadle and Frame, 

as illnatrated above ... ... ... 1 10 

lint-dau well.Bniahed Lathes with mBcbiae-plBned Iron bed ; headBtock hu 
■teel mandrel with conical neck and adjoBtiog screw and lock nnt to take up wear ; 
3-^eed bright tamed cone pnlley ; hardened cenCres, diiisr ctiack, cylinder man- 
drel with square thread traiene screw to tail stock, hand rest and two tees. Snb- 
(tantlal Ima stand, with polished wood top and tool diawei, turned speed fly-w^eel, 
and easy tnadle motioD. 

CiroqIsT saws, emerr and buff wheels, tan be used in these Latbea. 

Fret Bawin* Appliance to snlt the No. i lAthe, which attaches rerj easUv ta 
bed, and la driren by the Lathe, price el ICB. 

NOTICE.— Thrs Lithe Ib now fitted with Stand as No. 6, but 
stronger. Weight, complete, 1281b, 

BRITANNIA WORKS, COLCHESTER. ENGLAND. 



adtehtisememts. 



LATHES BAGK-GEARED. 



A Brgt-class, well-finished 
Lathe, with machine-planed iron 
bed, plain or with gap; back- 
geared beadstock, cast steel 
mandrel, conical necks, tail pin 
mnning through ; adjusting 
screw and lock nuts to take up 
wear j S-speed bright tamed 
cone pulley i steel centres; tail- 
stock with cylinder mandrel, 
square thread traverse screw ; " 
eccentric hand rest and 2 tees 
and catchplate aa shown. 

Bed 30in. long, and 3in. centres, turning 18in. by Bin. 

£ g. d. 

Price without Stand, as Bench Lathe only, with back- 
geared beadstock 

Ditto, with back gear and gap bed 

Ditto, with 3ft. gap bed like No. 13 lathe, extra 

Face Plate, to suit 5 Jin. diameter 

Slide Rest to suit 

Foot Power Motion, to fix under Bench, with 4-8peed 
' turned fly wheel, iiOin. diameter, treadle and frame 

complete, as illnatrated 1 10 

Substantial Iron Stand complete, with polished wood 
top and tool drawer, 4-apeed turned fly-wheel, 
20in. diameter, treadle, Ac 2 

Ditto, of a heavier make, vrith very heavy fly wheel, as 

shown with No. 13 Lathe 2 10 

Lathes fitted with extra hardened mandrel and collars, 

eitra 1 10 

Ditto, division plate and steel index 1 10 

Can also be pited with Fret Sawing Appliance, 
Circular Saws, Emery and Buff Wheeis, do. 

BBITANNLi WOBKS, COLCHESTER, ENGLAND. 
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... 2 10 
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SINGLE GEARED LATHE. 



31ln. Centres. 2ft. 6in. Bed. 
WILL TAKE Ibi INCHES BY 7 INCHES BETWKBN CENTBBS. 

lining between <Hir 
untiogB. and It ma 

Tsrr light mnninc. The laal head b fitted 



with~lK8t'Mee~I~iimndre] ajid twat ateel oillac, both hacdc 
puUer, nose Bin. Whltworth ; the loose bead ba« ateel i^lliidrlisl ^bdle. square 
ihmd trarerse screw, beat st«el centres, hand reat and S tees, maflhiae-plaiicd 
caat-icOD bed, 3itn, face, 3ln. deep, secure]; bolted to iaut4ron standarda ; wntasht- 
Imn crank shale and treadle, working on aUel cenlna, turned speed BT-wbeeU tool 
boaM. leather diiring cord, drlier chack, drill chock, die, complete. Weioht, IBOlb. 

Pxioe ... iB6 10*., or with 3ft. Bed, £7, 
BRITANNIA WORKS, COLCHESTER, ENGLAND. 



ADTXRTIB C KZKTS. 



IMPROVED FOOT LATHE. 



'^HIS illnBtration repreaeBto an eioellen't Foot Lathe espeaiaU; inuted 
M^ tor Gas Fittars, JbwbUbtb, DentigtB, or Amatanrg. 

It has B maahine-plaDed iron Bed, 3tt. lon^, on Btrong iron etandaida, 
with 4-Hpeed tnmed fly-wheel, and an eaay, light-mnnins treadle inore- 

The emgle-geared headatock has a ateel laandrel, with hard-coned 
neck mnning in hard oollar. 

The baek-geared headatook has a iteel mandrel, with rererge oonss 
(adjustable to take up wear), and numing in gnnmetal oollars, ateal- 
conod centre, S-Bpeedtnrned coned pnllay. 

The tailatock baa cylinder mandrel, wiili aqnare thread Bte«l traven- 
ii% Bcrew and ateel-coned oentre. Each Lathe is aooompanied by hand 
rest, wiOi two tees, two Face plates (large and small), two plain oentres, 
spanner, and tool table. The 8ft. Lathe takea 1ft. 6in. between centres. 

Slide-iest as per Liet. 

Strength and dnrabiliiy are obtained, in a high degree, without 
alumsiness. 

3jln.0«ntre 8 e O Bank GMred U • • 

4„ „ ..8MB „ .. UU8 

ti „ „ 9 „ . . 11 10 • 

Sn „ ..SleS „ ..UBt 

Sft. Sin. Bed, IBb. extra. 

If wltli Gap Bed and Bridge, £1 extra. 

Bxtra LarKB Paee Plata, to nae wltb Gap Bed, £1, 

Bxtra hardened Uaadrel and CeUars, SOi. extra, 

BKITAiraiA WORKS, COLCHESTER, ENGLAND. 
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IMPROVED FOOT LATHE. 

^ No. 5. ^ 

TTTHIS ia a similar Lathe to the No. 4, hut with heavier Bed, 
A StaniJarda, and Fly Wheel — altogether of a stroDger and 

more Buhstantial deaoription. Bed is iti. long and 4iin. on face ; 

total weight of Lathe, about 4^ cwt. It hae an Improved Treadle 
Motion, combining great 
power with ease of motion ; 
the brisht tamed abaft 
on which wheel ia keved 
runs in Friction Rollers 
at each end. The Head 
ia fitted with steel mandrel 
and gonmetal collars. 
The Crank (aa illustration 
ahowe) is outside the left- 
hand standard, and is 
alotted in order that the 
L driving etud may be ad- 
1 justed to give more or 
leas leverage, to increase 
or decrease power at will 
of the operator. The Fly 

Wheel ia counterbalanced to avoid dead centre. 

Each Lathe is accompanied by Hand Best with two Tees, 
two Face Plates (large and email), two Plain Centres, and 
Spanners. 

4in. Centre ... 11 Bnok Gaared . 13 O 
4i „ .. 1110 ... 13 IB 

5 „ ... 12 O „ .. 1410 

Oap Bad, Ml extra. 
Xxtr» larffa Face Plata to ndt, £1 axtra. 

A aimilar Lathe, with 5ia. centre, heavier bed, £iin. on face, 
5ft. long, weight about 5^ cwt. — 

»Bf !• OMt«d ... 414 BMk Oaarad ... £16; 
or iritlk eft. Bed, 20b. axtra. 

tf ^ad*ti>ei« fitted with exlra liard Mandrel and Callan, 30b. extra. 



The Lathei wiUi 4ft. Bed will meMue 2ft. 4iii. between Centres. 
BRITANNIA WORKS, COLCHESTER, ENGLAND. 
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LATHE No. 13. 

Improved Self-acting, Sliding, and Screw-cutting 

Gap Bed Lathe, of superior finish, best material 

and workmanship. 



SpKCiriCATiOH.— Sin. oeutN, 30in. 
gap bed ; the headatoob U baok-geued, 
with onat atesl epindle, oouiool neoki, 
st«el look nata and back centre, coned 
pnlle;, (omed S-epeeds tor gat bond, 
fitted with rfivereing motion for ontting 
right and left-hand BcrevH; oampoond 
slide tMt on ouriage, with long bew- 
ingB aoonrately fitted and loraped to 
bed, and well gibbed. The top slide 
is made Bwivel, and is graduated to 50° 
each aide of centre to tnm oones to 
anj deaiied angle ; strong tool holder 
with eteel ecrewe; tail Btoob of good 
dedgn, cylinder mandrel, eqnore thread 
ttavetHS screw, bright turned hand 
wheel. The bed (maahine planed) is 
3tin- on face, 2Jin. deep, with gap 
2iin. deep and 2jiii. wide. The lead- 
ing Horew ig fin. diameter, tin. pitch, 
aooorately cnt ; the gnnmetal nnt la 
in halrea to detach, and lathe ie fitted 
with rack and pinion tor qniok return 
motion. It baa a fnll set of 22 change 
wheels to oat Borows from one to iirty 
threads per inch ; it is fitted with face plate, catohplate, steel centres, 
double spanner, and moanted on an iron stand with polished wood top 
and drawer { fl7-wheel SOin. diameter with 4-tanied speeds, treadle 
motion, &C., complete. Meaanres between centres 19in., ewings lOlin. 
by 2iin. in gap, 6in. orer the bed, and l|in. over the carriage. Total 
weight abont 2icwt. 

Price complete* 16 Guineas. 
Ditto with 3ft. Gap Bed, 16 Guineas. 

Overhead Motion for Ornamental Turning, as Illus- 
tration, iftcluding Drill Spindle, G Guineas extra. 

BRITANNIA WORKS, COLCHESTER, ENGLAND. 



No. 15 LATHE. 



S 



II i 

Self-aotiD(r Sliding and Screw-cutting, nith 4ft. gap bad, back geared 
headatock, o&st steel mandrel, conical necks numing in gnnmetol coUars, 
Hteel lock nnta and back centre, cone pnlley, tnmed S-speeds for ffnt 
band, fitted with rereraing motion for ontting right or left-hand acrewB. 
Componnd slide rest, with long bearings, accurately fitted to bed. The 
top alide is made to swivel, and is gradnat>ed to 50^ each side of centre to 
tnm conee to an; angle. The tail etook has cylinder mandrel, eqnare 
thread traverse screw, bright tnmed hand wheel. 

The bed ia a«oatately planed, and ia 6^in. wide and l^in. deep. The 
gap is 4^in. deep. Steel leading screw, l^in. diameter and iin. pitch ; 
the gmuuetal nnt for ditto is in halves to detach. The Lathe is fitted 
with raokand pinion foi qnick retom. It has a fnll set of 22 change 
wheels, to ont from 1 to 60 threads per inch, ia fitted with ateel centrea, 
face plate, oatch plate, donble apanner. Strong iron stand, with improved 
treadle motion, with adjnBtable ontside crank and friction rollers, or with 
ordinary crank and pitman. The 4ft. Lathe meaanres between centres 
2ft. 6in., swings Ift. 4in, in gap. The fly wheel ia oonnterbalanoed, and 
has 5 Epeeda. Weight of 4in. Lathe about S cwt. 



These Lafbea can be fitted with Overheads for Steam 
Power at same price as for Foot Power. 

Price, with 4ln. centre. £26 4b. ; Mln., C26 16s. 6d. ; 
6ln., £28 7a. 

Zf Belf-acliilg and Burfacing by leading Krew, extra, 44. If »ith Flat 
Speed Pulleyt, 81/- extra. Set over Poppet, SO/-. 

BBITANNIA WOEKS, COLCHESTEB, ENGLAND. 
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Solf-Mettms, ^l^mg, ami 
gmttimg iatka, 



mtb np bed uxantelyplBned and nirfaced, and bridge piece fitted to gap; double 
goueabefulBtock ; gleel spindle witb conical neck: goninata] bearings; raientng 
metdon for catting right and left-hand screwa ; the looae head hua cflindar barnl 
and leftband tiaTSiae icrew, and made to set over for taper taming if required ; 
■t«el leading «creir accnnUlT cnt, and extending full length of bed. with double 
clam gonmetal nut-gripping Bcrev at top and bottom ; saddle irith long wluga, 
flnsblop, and gnwVed fot Dottingvork to, vheu boring; quick band traverae by 
rock and pinion : componnd slide tett to swliel to any anfrle, graduated (or turning 
conical, and steel draw icrewfl; back following Htaj ; cat<:h and face plates ; twenty- 
two change wheeli; Index plate; tieadle motioa; screw keyg, &c. Ac. All 
mateiiale and workmanebip gnaianteed. The hft. I^the mesiurea 3tt. 2in. be- 
tween centres. 

SPECIPI CATION. 

Breadth of Bed T laches. > 6ia. Cone PuUey, 3 

Depth ol Bed E) „ speeds llln. broad. 

Width of Gap M „ Ein. Cone I'nller, four 

Depth of Gap 51 „ speeds IJIn. broad. 

yu- — '— of Leading Screw . ll „ Large Cone '"- " '— 



Pitch of ,, ,. ■ i „ ! Large Gear .... 69n. „ 

Diameter of Back Shaft . 1 „ \ llin. Broad . . Ain. pitcb. 

Change Wheels, 22 . lin. I^tcb, Body of Spindle . . lln. diameCei 



i^iptoiimate Weight with tat. Bed, lOj ei 

Price, Sliding and Screw Cutting, Sin. Centre. Bft. Bed ■ ■ £37 W 

Do. do. Bin. Centre, Oft. Bed ■ ■ 35 U 

Extra Length of Bed. per foal 2 

If made without Treadle, but with Overhead for Steam Power, 

Sin. Centrt, Bft. Bed 30 

Do. do. Bin. Centre, 6ft. Bed - 34 
If Self-acting Sliding, Surfacing, and Screw Cutting {by Back 

Shaft and Leading Screw), extra - - - - - 4 4 

Poppet to set oyer, extra J 

If with Cone Speed for Out Band instead of flat Belt, deduct 110 
The aboTs is of same qnaUty as soppUed to the Btittsb OoTetnioant. 

BRITANNIA WORKS, COLCHESTER, ENGLAND. 



ADTIBTiaEUENTS. 



peWe Hreared ^athe. 

Designed for, and supplied to, the Royal Navy. 



5ft. bed. Sin. centre, £36. 
6ft. bed, 6in. centre, £46 10s. 

jt BOVE Lathes are made for doing 
extra heavy work by foot power 
where steam is not available. They 
are instantly changed fl'om single to 
double or treble gear. 

For Full Particulars, see Catalogue. 

BBITANKIA WOEKS, COLCHESTER, ENGLAND. 



Ho. 17.— SELF-ACTING SLIDIHG and 
SCREW CUTTING LATHE, 

ain. CENTRE. 
"Witli gap bed aeaarately planed and enrfacsd, and bridge piece fitted to 
gap ; donble-(ceaied headBtock ; eteel epindla with oosioal neok ; gmi- 
metaJ bearings ; reTBrsing motion tor catting right and left-hand acrews ; 
The loose head has oylinder barrel and left-hand troveree screv, and made 
to set orer tor taper toming- if required ; Steel leading screw aconrately 
unt, and extending fall length of bed, with donble olam gnometal oat- 
gripping Borew at top and bottom ; saddle with long winira, flash top, 
»nd gtooved for bolting work to, when boring ; qoiok hand traverse by 
taok and pinion ; compound slide rest to ewivel to an; angle, graduated 
foe tnming oonioal ; and steel draw screws ; back following stay ; oatob 
and face plates ; twenty-two change wheels ; index plato ; orerhead 
motion; sorew keya, &a., &c. All materials and workmanship guaranteed. 

SFECIFlCATIOJf :— 

Breadth of Bed, 8iin. ; Depth of Bod, 6in. ; Width of Gap, 7iin. ; 
Depth of Gap, Bin. ; Diameter of Leading Screw, l^in. ; Pitch of Leading 
Screw, lin. ; Diameter of Back Shaft, lis. ; Changs Wheels (22), .^in. 
Pitob; Cone Pallej, 4 speeds, 2in. Broad; Large Cone, 7Jin. Di^teter; 
Large Gear, S^in. Diameter ; liin. Broad, -^in. Pitob ; Body of Spindle, 
Ijin. Diameter. Approiimato Weight with 6ft. Bed, ISJ owt. Admits 
between oentrea 3ft, 6in. 

£ s. 

Prloe, UUUng «aa 8«rew Cnttlng 87 16 

PrloB fiir Salf-setliv Slldli^, SnrlhBliig, and Sorew 



If flttad with OrMik Sluaft wd Trsadls Hotlon In- 
stead otOreriieBd Hotlon, extra 6 

Nany of the abo/e Lathes hare teen Supplied to the British Bonrnimot 
Hade also Sin. and lOin. Centres, stronger pattern ; 8ft. to 18ft. Beds. 

BRITANNIA WORKS, COLCHESTER, ENGLAND. 



ADTEBTI8EUE NTS. 

SFECIFICATIOIf OF 2fo. 32 

Self-lcting, gliding, Surfacing, and gcrew- 
Gutting Lathe, 

lain. CSnrXHK, ISft. G-A.P SKD. 



the loose headatock ia Httea with cylinder mandrel, and left-hand Bqnare 
tbreod traverse screw, br^fht turned hand wheel, and can be made to set 
over by transverse slide motion for taper tnminst, if desired. The saddle 
has a nnah top and T grooves for bolting work for boring purposeB, com- 
pound slide rest, made to swivel to any angle for surfacing,' and graduated 
for turning conical. The bed is accnrately planed and surfaced, and. 
provided with movable bridge piece for gap, boi end at left hand, and 
firmly boitod to strong standard with planed faces at right-hand end. 
The metal is carefully diet ribntod, so that the Lathe is quite rigid under 
the heaviest cutting strain ; the leadine screw is of st«el, accoiately cot, 
and extends full length of bed. It has a doable dam ganmetal nnt, 
actuated by eccentric movement to ei^t^e and release Uie saddle, the 
latter having also a qaick band traverse by rack, pinion, and double- 
purchase gearing. 

The Lathe is fitted complete with back traversing stay, 23 change 
wheels, indei plate, 24in. face plate, catchplate, and top driving appa- 
latas complete, screws, keys, Ac. 

DIMENSIONS. 

B«d, letn. vide by 1^. deep ; Gap. ISiin. vide b; llii 
" '--■ '-■"-g Screw, Ziin.diajneW.ii- —-'•■ — -' 



, Ziin.'diameW, iiii. pitch ; Back Surlacinc a 
;^ti between Centrei, Ht. Bin. ; Cone P-"— '- 

;phidie 
Cbuige WheeLi (22), iin. pilch. Appniiimale neight^4 U. 



jameter; Extreme Length between Centrei, 6ft. Bin. : Cone Pulley, four epseda, 
iln. wide— largesl speed, 16in. , and smallest, 6jin, diamelei; Oeating, 3Jin. wida 
7 1^. pitch— latest, J7J1D.; Ptnion, 6in. diameter; Steel Spindle, EIId. body. 



£ B. d. 

Prloa, Bn^tng and Sorew CatUng 

„ Mid lug. Siif&«liis, and Soren Cnttlng 
Poppet to S«t over lor Taper Tnralng, extra . . 
■Ktm Length of Bad, per foot 

We make a, Lathe of similar deBign to the above, bnt of 14in. 

Centres, and with Beds to any leogth. 

ThMt Lathet stb fltfcd for hard and accuratt work, and are 

•Imllar to those supplied to the British Government. 

BBITiNNIA WORKS, COLCHESTER, ENGLAND. 



AS VEST ISEME NTS. 

BRITANNIA CO.'S 

improved Compound Slide IRest. 



I To ault 6iii. centre Laths 



" s*i 



SIO 

., *iin. „ 4 I 

These are made so that the Bottom I 
angle with the Lathe Bed, the Beat 



ide always remains at a tig-ht 

ratel? gradoated, for trnming- taper oi conical nork to an; deeiiad angle. 

The bottom oover, extending full length, eioludes tnminga and dirt 
from the screw and slide. 

The materials are of the best. Screws are cast steel, gonmetal nats, 
horn handles, improTcd tool box, with hardened steel screws. 

The workmanship is excellent. The alidea, &a., are sartaaed np, and 
■tki parte, being machine made and uniform, are interchangeable. 

Patent 3@ubie Driving Carriers, 



lIu.toliin., 3/6 2Sin. to 3in., 7/6 

lgln.to21n., 4/6 3jhi.to3)fo.,9/6 

^lii.to3iin.,S/6 3jfn.to4in.,U;6 



Eqnaliae the strain, and are generall; mors neetnl than ordinarjoarriers 
"OS€E TSIED AJ.WAT8 TTSED." 

When the Latho has not a Clement's drirer, a stad in the face plate L 
leqnirsd. 

BRITi-NKIA WORKS, COLCHESTER, ENGLAND. 



ADVERTISEMENTS. 



INDEPENDENT 4-JAW CHUCKS. 



8 „ 






808. 


9 ,. 






90s. 


10 „ 






100a. 


12 „ 






1208. 


Larger siz 


es,iip 


to 20 inches 


diameter, per 


inch 


108. 



ire extra atrong, with wrought Jawt, and more durahle 
than those generally $old. 

THE JEWELLER'S CHUCK 

la a. valuable appliance to 
the mechanic or amateur. 
It carries drilla, cii'Cttlar 
saws, and polishin!^ brushes 
and poLishing bohs, 

to suit, 2s. 6d. ; Polishing BniHhea, Is. 6d. ; 

Emery Wheels, 2s, ea«h. 

WHITON'S " 7883 " DRILL CHUCK. 




These Chncks aj-e eagilj attached 
to any Lathe or Drill by a taper 
plug. All the parts are of sted, 
and thoroughly made. 

No. 1, 2in. diameter, holds DriUa 
from Oin. to ^in., 17s. 

No. 2, 2iin. diameter, holds Drills 
from 'j'jin. to }in., 21s. 



BRITANNIA WORKS, COLCHESTER, ENGLAND. 



ADVERTI8EUENTS. 

WIIITON'S 

IMPROVED AMATEUR CHUCKS 

Are very neat in de- 
sign, and are intended 
for amateurs' use on 
foot and light power 
lathes, and for all 
classes of light work. 

Although very 
light, they are strong 
and durable, the 
shell being made of 
malleable iron, and 
the scroll and jaws 
of steel. 

They are intended 
for attachment by 
means of a face 



They operate by 
hand or lever. 



Diameter. 


Weight ainmt. 


With lathe Jaw8 
(aa ahowD in 

rtBtCb), 


With Lathe and 
DiiU JawB. 


p.p 


JpoMd.. 


1 


249. 
26a. 



Abore Prices Include Leters and Face Plate Screws. 

When ordering chucts, it is necessary to send a chnck 
which exactly fits your mandrel. When chucks require 
fitting, an extra charge is made, usually about 10s. for 
face plate, &c. 

Other American Scroll Chucks to order at usual lists. 

BRITAlfMlA WORKS, COLCHESTER, ENGLiND. 
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ADTSRTIBEHBHT8. 
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WHITON'S IMPROVED LEVER CHUCKS. 

A heayy band of wrDneht tron 1b shrank 
flrmlv nronnd the front AnUm of tbe larger 
.renithsned. 



169, wbich are thus pwlly 
he Eiolea in tbe bctoII foT ma 
re drilled into h™™, ™.t I, 
bile the < 



Its 

..h hghter than fermerl 
tbas the parta of this chnck receiving t: 
heaviest etrainB are made stronger tban 

it plaMe of the 31a., 4[n. and bi 



filzea are of malleable Iron, and the acrolls and 








i Inches. 


42a. 18 „ 





rt for chuiis with ti 



realwara Au 
te 'of']a'"-» Qathe and di 






BRITANNIA WORKS, COLCHESTES, ENGLAND. 



ADTEKTISEHEMTS. 



THE ESSEX CHUCK. 

To take up to i in. BriUs 

Size larger, to take Jin. Drills 

Uade of Steel throughout. 
A CHEAP AND DURABLE CHUCK. 



Holds Irregnlar Toxvom 
as well as Begnlar. 



Can be set Eoosatrio. 



J. K. P. CHUCK. 

50s. 
Extra jaws, lOs. 
With the Jaws as Fixed it Holds Drills ^ to H. 

Holds Articles ^ to 1^ with Ho. IB Die. 
Die lA is made to hold to 1, i to J, J to l-inch. 
Special Jaws made to Snit Special Jobs. 



BRITANNIA Co. have much pleasure in recommendiiig the 

above Chuck. It offers many advantageB which will he obvious 
to experienced Mechanics. 

PBXCE JS2 lOs. with one set of Jaws ; lOs. per pair 
fbr extra Jaws of either pattern. 

BRITANNIA WORKS, COLCHESTER, ENGLAND. 



ADYEBTISBMBNTS. 



DSEFUL LATHE CHUCKS, &c. 




No. £ 8, d. 

1 Pronged Chnck, for wood, fin. shank 2 6 

2 Cross or Four-blade Chuck, for hard wood, fin. shank ... 8 

3 Square Tapered-hole Chuok, to suit ordinary brace bits, 

fin. shank 3 

4 Solid Gunmetal Chuok, fin. shank, face left solid and 

plain to turn to requirements 16 

5 & 6 Main Chuck, turned and tapped to fit nose of mandrel, 

and with fin. hole at other end to receive the " Essex " 

or other small chucks 5/- and 7 6 

7 Flange Chuck, 2in. diameter, with taper screw for 

»» OOU ••• la. ,,, a,, aa. aa. f U O V 

Ditto, 4ina diameter 7 6 




8 Flange Chuck for attaching flat wood to, bored and tapped 
to fit mandrel nose, and drilled, oonntersunk at back, 
Sin. diameter .a. ... ... ... ... ...050 

Ditto, ditto, Bin. diameter ... ... 7 6 

Gunmetal Cup Chucks, of various diameters fin., 2/6 ; 
lin. 3/- ; l^in., 4/-; l^in., 5/- ; 2in., 6/6 ; 2iin., 8/- j 
and 3in., 10/- each The set 1 19 

Drill Chuck, fin. hole, with set screw and extra plug for small 

drills, fin. shank ... ... ... ... ... 4 6 

iSelf-centreing Chuck for wood, with oonical hole, ribbed 

longitudinally ... ...5/- and 7 6 



BRITANNIA WORKS, COLCHESTER, ENGLAND. 



ADVaBTISEHBMia. 



USEFUL LATHE APPLIANCES. 



BELL I CHUCKS. 



Ontalde diuuater. Inches— ^ 



Tapi, Tap«r or Ping. 
Slw i A i iV i i < i 1 It U iMh- 
Price 21- 2/. 2/- 21b 2* 3/- 4/- 6/- 1/- 8/- 9/- BKh. 
Boring Bars ■ 2/6 3/- 3/- 4/- 6/- Bach. CutWt*. 6d. each. 

SviTsl Cntt«T BoTB T/6 B/6 8/6 9/6 U/- 
PlaJD DrilU, 2d., 3d., 4d., uid 6d. «tub. Milling wbeel^ with Haodla*. 2/- eaeb. 

dicnlAT Sawa. 41a. 4/- ; bin. E/6 ; 61n. T/- ; TlD. SI- ; Bin. 9/6 each. 
Platforms (oi ditto. 6 b; 8, 12/6 ; S b; 12, 15/- 

Haodral with Bcrew CoUan for Holding Saw* or Gmerr Wlnalg, 6/- and S/- each. 

Orindatonn, with Troughs, for fixing on above Handiels, 
4in. 3/6; Sin. 4/-; 6ln. 6/- 

BRITANNIA WORKS, COLCHESTER, ENGLAND. 



▲DVEBTISEHBNTS. 



BAItCK'S PATENT 

GIRDER* LATHE* PLANER. 




The above Engraving illustrates a very handy Planer, 

^T is made to work upon the bed of a Lathe, and it is secured 
= in its place between the centres. A rack and pinion 
screwed under the top of lathe bed, and a crank handle, gives 
the movement backward and forward. .The saddle of a screw- 
cutting Lathe may in some cases be utilised. 

It has a self-acting feed motion, and some are fitted with two 
tool boxes, so as to cut each way. Biitannia Company fit 
Lathes to suit this Planer without extra cost, but ordinary 
Lathes require stronger racks, and extra is charged for fitting. 

This tool had a very favourable notice in the English Mechanic, 
May 7th, 1886. 

PRICE FROM £9. 

..•••...•••...•■••..•"•.-•'•..••■*..-"*..-■■•..-•'•..•■■•..-■■'■ 

A «**■"*■- Planer, bnt fitted witb an Independent bed, wbioli can 

•be worked on any Beneh or Table* price £10, is a most valnable 

addition to the workshop of tbe Meolianie. 



«■■«. -•■•. 



SOLE MAKERS:— 

Britamaia Compaaj, 0®lcbie»t«r< 

ON VIEW AT THEIR SHOW-ROOMS, 

100, ^ HOUNDSDITCH, ^ LONDON. 

BRITANNLA. WORKS, COLCHESTER, ENGLAND. 



ASVBBTIB& KEKIS. 



^rc^arr 



Expanding Lathe Mandrel. 

Made in various Sizes, from l\in. to 2%in. 

Supplied to the Boyal Arsenal and all 

the principal Railway Works, &c. 

Sole Makers — Bntannia Co., Colchester. 



Gear Cutters, Stocks akd Dies, Twist Drills, 
Portable Forces, Abvils, Vices (for Irok 
OR Wood), Morticibg Machines, Baud Saws. 



Above are supplied, of reliable quality, at Moderate Prices. 
BRITAjraiA WOBKS. COLCHESTEK, ENGLANH. 



ADTBBTlSEUBNTa. 



o< DIVIDING APPLIANCE, i>^ 

FOB MILUNB AND SHAPING, 

-* AS SUPPLIED TO THE ROVAL ARSENAL, *■ 



ENGINEER'S VICE 

(STBONG PATTEEN, WITH SWIVEL BOTTOM), 

FOR UILLINB AND PLANING. 
Price &s ioa. 

DRILLING MACHINES IN GREAT VARIETY, 

Frotn HOs, upward*. 

Plume lACHIIIES, SliPIKG liClHES, SlOTniG UCEIIIES. 
MILLING MACHINES (3 Patterns): 

Our largest will mill six enrfacea 4ft. at one operation. 



^° TOOLS DESIGNED, 01^ M/DE TO D1|AWINC, 

For Special "Work . 
Apply at BRITANNIA TOOL FACTORY, COLCHESTER. 



ADVEBT18EMENTB. 



BUITymWIA COMfylNY'8 

Registered 3crew-Cufling Guide. 



¥HE above appliance can be used on aaj Lathe. By its 
use the wortman can regulate the depth of cut to the 
greatest nicety, and the use (5 the chalk mark, or anj auch 
eipedient, ie nnneceesarj. 

It can be need for inside or outside screw cutting, or other 
work requiring uniformity. It aaves time from insufficiency of 
cut, It prevente the breaking of tools, or the work being torn 
oat from the centres. It is a reliable stop for ornamental 
fl rillin g and fluting. 

While the Lathe ia cutting this can be adjusted for the 
following cut. It only reqaires to be bolted upon the aaddle of 
a Screw-cutting Lathe, and a projecting atnd or screw fixed in 
the middle slide engages the stop. 

It can also he used on ordinary Lathes with slide rest — in this 
case it mnat be fixed to the bed. 

This ie a tool which baa long been wanted by engineera, and 
will also be appreciated by amateurs. 

SLICES. 

For Sin. to tin. Centre bathes 258. 

Bin. and Qiii, „ 308. 

Sin. to lOin. „ SSa. 



Sole Makers :—B RITANNIA COMPANY, 

lOO, HOIJNDSDITCH, LONDON. 

AM Hietters to Srltannia "Works, Cololieater. 
BEITAiraiA WORKS, COLCHESTER, ENGLiUD. 



▲DTESTISEMEKTS. 




HAYOON TOOL-HOLDBR- 



AD VANTAGES : 

Users of these Holders save the cost and inconyenieiice of 
forging their tools. 

The Cutters are easily sharpened to the correct angle. 

By due attention to the instructions superior finish can be 
given to the work. 

A stock of the small Cutters can be always kept sharpened, 
as they cost but little, and occupy a small space. 

The steel of which the Cutters are made can be bought in 
12in. or 14in. lengths, and cut off as reqtiired, or Cutters can 
be purchased at 6d. each. 

Plain directions for sharpening Cutters to the ezaet angle 
required for various metals, and how to use the tools to best 
advantage, will be sent with each Bar. A diagram showing 
the various angles will prevent the possibility of errors in 
judgment. 



fin. Bars, will suit Lathes Sin. and S^in. centre 



iin. 

iin. 
iin. 
lin., for larger sizes 



»> 



» 



>f 



»» 



it 



ti 



» 



»» 



4in., 4iin., and 5in. 

Sin. or Gin 

6in. and 7in. Lathes 
7in. to 9in 



8. d. 
Price 9 6 
10 
10 
12 6 
15 
17 6 



j> 



if 



J» 



ti 
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ADTEBTIBEHENTS. 



SLIDE REST TOOLS 







In great variety, made of tbe very best steel. 


The Patterna r 


nost ffanerally ui 
Sold Singly, or 1 


lad are 
n Sots. 


: No. 1 : No. 19. 






1/- 


i 
1/3 


1 
1/6 


i 
1/9 


inoh. 

each. 


No.: 


...{ 


i 
7/6 


i 
8/6 


9/6 


i inch. 
10/3 each. 


No. 
No. 


21. 


I 2/6 


* 


I 


4. 


i incli 
5/. each 



BRITANNIA WORKS, COLCHESTER, ENGLAND. 



ADYBBTISBMESTS. 



LATHE TOOLS. 



Hand Turning Toob in great 
variety, Is, eacb, IOb. per doz. 

Larger aizes, la. 3d., Is. 6d., 

and 2b. each. 

Loi^ Handles if specially 

ordered. 



PARALLEL BENCH VICES, 

WITH STEEL JAWS. 
MADE IN THREE SIZES. 

No. 1. No. 2. No. 3. 

Measure acroBs jaw ... 2$iii. . 3iin. . Sjin. 

Will open SJin. ... 4in. ... Sin. 

Weight 1 lib. . . . 181b. , , . 291b. 

Price 10/6 ... 17/6 ... 25/- 

BEITANNIA WORKS, COLCHESTER, ENGLAND. 



ASVEKTISBMEKTS. 



BRITANNIA COMPANY'S 

CHEAP GAS BMCiME. 



simple! 

Eicleitl 

Iitlm UtUt 
lolsel 

Economicil ! 

AboDt U. per la; 
tor (as! 



ONE UAH 
POWER, 

Suitable tor 
latbes, 

Prliitli]illiEliliies, 

Sausage lacUies, 

and all 

IISU lacUnery. 



-H Price, as shown, £18. i» 

The above Engine has teen constructed to meet 
the demand for a really reliable, simple* 
durable Gas Engine, at a price which would 
bring it within the reach of ali, 

it is recommended with confidence. 

ONE MAT BE SEEM AT THE 

K Britannia Co.'t Show Rooms, » 

BKITANHIA WORKS, COLOHESTBB, ENGLAND. 



ADTEBTIBEHSITTB. 



irSEFTJL SAW 

FOR LIGHT WOOD OR METAL WORK. 




PSZCE JtB. 
BAFEA PATTBBir, *e 10s. 



FRIT SAW. ¥o. 3. 




PBXCE aoi. 

Can be made for any Lathe. It is secnred bj a bolt and nat 
tinder tbe Latbe bed. Fixed in one minnte. 



2foiB. — In ordering, it is necessary to give the eioot he^ht from bed 
to oentre, an acoarate sketch of zina tempUt« of Hiie and form of 
Lntlie bed, and to seed the Lathe mandrel to fit the oatobplate to 
nose-Borew ; or if a correctlj-GttinK ohnok is sent, it nill answer the 
latter purpose as well. 

BBITANNIA WOBES, COLCHESTER, ENGLAND. 



